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1. Our Society has never been governed under a set of By- 
Laws, as the present Constitution contains both fundamental 
laws and by-laws. In the proposed revision, the fundamental 
laws are contained in the Constitution and supplemental laws 
are placed in the By-Laws. The Proposed By-Laws can be 
changed by a two-tnirds vote of the members of the National 
Society at an Annual Meeting, or by a two-thirds referendum 
vote, without previous announcement. 

2. The foresight of our founder, Mr. Charles Proctor, and 
a few other electroplating foremen, recognized the possibilities 
and advantages to be gained by the association of hundreds of 
electroplaters who were previously isolated. The development 
of this nucleus resulted in the formation of what is now the 
A.E.S., and it has held its place as one of the most important 
and altruistic societies in any industrial field. In time the 
foreman electroplater learned that much time and ingenuity is 
wasted by those who acquire their practical skill by their own 
efforts only, and therefore, wisely, provision was made, whereby 
the chemist and members of concerns dealing in plating supplies 
would be admitted to associate membership in the Branch 
Society. At a later date this membership was broadened out 
so as to permit the assistant foreman plater to join. 

The time has now arrived for our active members to consider 
the advantages to be gained by further liberalizing the associate 
membership requirements to admit all practical and technical 
persons who are sincerely interested in the advancement of the 
science of electroplating and the A.E.S. Our slogan for many 
years was, “Knowledge is Power’, and we all agree that the 
power of knowledge i is generated by the union of thought and 
the experience of many. 

The proposed change in Associate Mimiinihie requirements 
would permit many persons to join our Society, who have been 
invited and are considering associating themselves with some 
other technical societies, which are attempting to build up 
interest in their electroplating section. Under the Proposed 
Constitution and By-Laws the foremen electroplaters, as the 
active members, would dictate the policy of the A.E.S. The 
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associate member’s privileges are strictly limited to the Branch, 
and he cannot be elected to the National Society as a delegate. 

3. Your committee has suggested an increase in the per 
capita tax from 35% to 45%, or sixty cents per member. The 
ratio of the per capita tax under the proposed Constitution and 
By-Laws would then be $2.70 to the National Society and 
$3.30 for the Branch. The per capita tax is based on the mini- 
mum dues of six dollars, therefore, any Branch desiring to in- 
crease its revenue could increase the dues of its members a dollar 
or more and the per capita tax would not be figured on this in- 
crease. Each member should stop to consider what is being 
accomplished by the Supreme Society and what he receives in 
return for the amount of per capita tax which the Supreme 
Society receives from each member. 

4. It is suggested that the National Society receive for its 
General Fund all profits in excess of $1500 from each Annual 
Convention, and that the latter amount be retained by the 
local branch where the Convention is held. We must realize 
that only the larger Branches are considered for the holding of 
the Conventions and that therefore, the smaller Branches can- 
not expect to receive any great benefit, although profits ranging 
from $2500 to $4800 have been put into the treasury of large 
Branches. With the National Society receiving an increase 
from the per capita tax and sharing in the profits of each Con- 
vention, a plan could be evolved whereby each member could 
be presented with a copy of the Annual Proceedings of each 
Convention which now commands a price ot $5.00. The mem- 
bership would then be receiving almost immediate reports of 
the Annual Meeting, and papers read before the Convention, 
instead of waiting after each Convention from six months to a 
year, before articles appear in the MONTHLY REVIEW. The 
material in the REVIEW would then consist of new articles on 
electrodeposition, which now, for want of space are either held 
for months before publication or completely omitted. The 
MONTHLY REVIEW could be enlarged and improved in appear- 
ance, writing of articles could be encouraged and circulation 
increased. ‘To properly handle these added benefits for each 
member, the expenses of the National Society would be pro- 
portionately increased and a larger working balance would be 
necessary. In the editorial of the February REVIEW there 
were mentioned other very desirable ways in which increased 
revenue received by the National Society could be used for 
improving and awakening greater interest in the A.E.S. 

In the April and May REvVIEw will appear the Proposed Con- 
stitution and By-Laws as it will be presented for discussion and 
action by the delegates at the Annual Meeting. There were 
a few clerical and typographical errors in the copies submitted 
to the Branches, which have been corrected in this draft. 
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In considering the merits or objections of the Proposed Re- 
vision of the Constitution, it is hoped that the membership will 
give full weight to the importance of the activities of the National 
Society. It is through the financial support given by the Branches 
to the National Society that the latter can extend the amount 
of research, produce a greater REVIEW, arouse a greater interest 
in electroplating, and extend greater benefits to the entire mem- 
bership of the A.E.S. 


T. F. SLATTERY, Chairman. 





MILWAUKEE, WISCONSIN 
Your 1938 Convention City 


The Milwaukee Branch extends a cordial invitation to all 
members of the American Electro-Platers’ Society to attend 
the 1938 Convention in Milwaukee on June 13 to 16. Come 
and enjoy Milwaukee hospitality —a real worthwhile conven- 
tion — and return home refreshed with new ideas and pleasant 
memories. 

Milwaukee is a magnetic and charming city that possesses an 
air of hospitality which has made it a successful convention 
city. The advantage of being centrally located will mean low 
average travel expenses for delegates and members. Milwaukee 
is served by three important trunk line railroads, two carferries, 
two electric railways, three bus lines and seven steamship and 
barge lines. Two trans-continental air lines serve Milwaukee. 
One with direct connections to the northwest coast; the other 
with cross-lake services to the east coast. 

The hotels in Milwaukee are all of the very finest the con- 
vention visitor could desire. More than 30 first-class hotels 
stand ready to offer their services to you. The rates are reason- 
able for the services offered and at no time are prices raised. 
This policy is controlled by state regulations. 

Because of the friendly hospitality that the Schroeder Hotel, 
Milwaukee’s finest, has in the past extended to the American 
Electro-Platers’ Society, makes it our unanimous choice for 
convention headquarters. 

Everyone is interested in a good time and with painstaking 
care the various committees from educational down to enter- 
tainment are checking every detail so as to successfully bring 
this about. 

“Always a Step Ahead”’. That is the policy of the Milwaukee 
Branch; so may we suggest this policy to you in forming your 
plans. 

We will be waiting to welcome all members and friends of 
the American Electro-Platers’ Society to Milwaukee next June. 


ROBERT B. GOODSELL, Publicity Chairman. 
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Magnetic Method fo, Measuring 
the Thickness of Nickel Coatings 
on Non-Magnetic Base Metals” 


I. INTRODUCTION 
HE measurement of the 
thickness of plated coatings By 
has become increasingly 
important because many pur- ABNER BRENNER* 
chasers of plated products have 
adopted specifications which re- 
quire either a certain average or a minimum thickness of deposit. 
The standard method for determining thickness is metallographic. 
As this method is rather slow and requires expensive equipment, 
more rapid methods of testing have been devised for special 
purposes. Among these are various stripping methods, the 
dropping test, the chord method, and the recently published 
jet method. All these methods have one common failing, that 
is, they destroy the coating which they test. 
The proposed magnetic method for nickel coatings is limited 
to deposits on nonmagnetic base metals such as copper, brass, 


and zinc-base die-castings. This method is rapid and non- 
destructive, and hence is adaptable for controlling the thickness 
of plating on the entire production of a plant. 

The measurements of thickness are made with a magnetic 
balance, and involve merely the turning of a dial until a magnet 
is detached from the nickel-plated surface. 


II. PRINCIPLES 

The method is based on the fact that nickel is magnetic 
(about one-fourth as much as iron). It was found that the force 
of attraction between a permanent bar magnet and a nickel 
coating is practically proportional to the thickness of the coat- 
ing. Hence, if a magnet is calibrated with nickel coatings of 
known thickness it serves as an instrument for measuring the 
thickness of other coatings. All that is necessary is to measure 
the attractive force between the magnet and coating. 

Any method of measurement can be used which will measure 
a force of about one gram with a precision of a few percent. 
For example, the magnet can be suspended from one arm of 
an analytical balance and the end of the magnet brought into 


1Publication approved by the Director of the National Bureau of Standards of the U.S. 
Department of Commerce. 


2This method is described in somewhat greater detail in Reserach Paper 994, in the Journal 
of Research, NBS, for May, 1937, vol. 18, p. 565. Copies of this paper may be obtained 
at ten cents each from the Superintendent of Documents, Washington, D. C. 


4Assistant Chemist, National Bureau of Standards. 
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contact with the coating. ‘The force of attraction is measured 
by placing weights on the other pan until the magnet is just 
pulled from the coating. 

A spring balance is the most satisfactory instrument tor 
measuring the force of attraction. The instrument first em- 
ployed was devised by R. L. Sanford of the National Bureau of 
Standards several years ago for the purpose of testing stainless 
steels. This instrument is suitable for testing coatings only on 
plane and certain convex surfaces. It was therefore modified 
into the form shown in Figures 1 and 2. The modified instru- 
ment consists of a small permanent bar magnet of Alnico Alloy 
or 36% Cobalt steel, 0.08 inch (2 mm) square and 1.2 inch 
(30 mm) long, freely suspended from one end of a duralumin 
lever arm. The contact end ot the magnet is hemispherical and 
polished. The lever arm is pivoted on jeweled bearings to 
lessen the friction and carries a vertical pointed to indicate the 
position of the magnet. 

Originally, the magnet was rigidly attached to the lever arm 
and the system counterbalanced so that the instrument could 
be used in any position, or inverted if necessary. The advan- 
tage of the freely suspended magnet is that the results are less 
influenced by the angle of contact between the magnet and 
specimen. 

For measurements on plane surfaces, the instrument is used 
as illustrated in Figure 1. For curved surfaces the false bottom 
is removed so that the magnet is brought into contact with and 
perpendicular to either a convex or concavesurface. The torsion 
of a spiral spring measures the attractive forces. 


Ill. PROCEDURE 

A. Method: The procedure for making thickness tests with 
this instrument is to bring the magnet into contact with the 
coating and then turn the dial until the magnet is detached. 
The dial reading, multiplied by a previously determined cali- 
bration factor, gives the thickness of the coating. The re- 
producibility of the scale readings is about 3 percent. One 
precaution should be observed in the use of the instrument. 
The magnet should always be set perpendicular to the surface 
tested; otherwise the readings will be in error by an amount 
depending on the deviation from 90°. The magnet can be 
placed on curved surfaces with sufficient accuracy by the eye. 

B. Calibration: Each instrument must be calibrated before it 
can be used. The calibration is done with nickel coatings of 
known thicknesses, or by metallographic measurements. 

The thickness of the coatings used for calibration was com- 
puted from the weight of nickel deposited. These specimens 
were prepared by plating weighed flat sheets of brass (4x6 
inches) on only one side, the back being covered with a stop-off 
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lacquer. The panels were mounted in racks so that there was 
less than a quarter inch space between adjacent panels or be- 
tween panels and the rack. The racks and panels completely 
filled the cross-section of the plating tank. 

The distribution of metal obtained under these conditions is 
shown in Figure 3. On the extreme edges the plating is about 
twice as thick as in the center but the thickness tapers off sharply, 
so that at a distance of one-half inch or more from an edge, the 
coating is nearly uniform in thickness. The thickness of coating 
in the center is about 5 percent less than the average thickness 
calculated from the total weight of deposit. The correct average 
thickness of coating on the central portion is calculated by 
cutting strips one-half inch wide from the edges of the specimen, 
and determining the amount of nickel on them. This amount 
of nickel is subtracted from the total weight of nickel on the 
panel to give the weight of nickel on the central area. The 
uniformity of coating on the central area is such that the mean 
deviation of the thickness from the average isless than+4 percent. 

The results of the calibration may be expressed in the form 


of a multiplying factor or magnetic “constant”, C=Z, where 


T =thickness of deposit and F= force of attraction. F may be 
expressed in terms of mass when measurements are made with 
an analytical balance, or in terms of dial readings when made 
with a spring balance. 

The multiplier C is not strictly constant for the small magnets 
used in the modified balance but varies by about 10 percent for 
coatings between 0.0001 and 0.001 inch in thickness. Therefore 
for higher accuracy the instrument should be calibrated with 
several thicknesses of coatings, for example 0.0001, 0.0003, and 
0.0005 inch, and a suitable curve constructed such as shown in 
Figure 4. Thicknesses corresponding to dial readings may be 
read from the curve. 

C. Variation of the Magnetic Properties of Nickel Coatings: A 
calibration curve determined as above holds for nickel coatings 
deposited under similar conditions. However, on comparing 
different types of deposits, it was found that the magnetic 
properties of coatings depend somewhat on the conditions of 
deposition. For example, the magnetic constant C for deposits 
from a high-sulphate bath differs by about 20 percent from the 
value of C for deposits plated out of the customary single-salt 
bath. In a single-salt bath, a variation in the pH from 3 to 5.5 
has no effect on the magnetic properties of the coatings. At 
higher pH values, near those at which nickel hydroxide precip- 
itates, the nickel deposits become much less magnetic, that is, 
the value of C increases. 

This variation in the magnetic properties of nickel coatings 
would be a serious handicap to the use of this method, were it 
not for the fact that by a simple heat treatment almost all 
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FIGURE 3— Distribution of nickel-plating on a flat panel plated 
in a special rack. 
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FIGURE 4— Calibration curve for a magnetic balance. 
Nickel coatings annealed at 400°C (750 °F) 
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nickel coatings can be brought to a common magnetic state. 
This treatment consists in annealing the coatings at 400°C 
(750°F) for 30 minutes. This procedure not only makes nickel 
deposits more closely alike in magnetic properties, but also 
increases their magnetic permeability by about 40 percent. The 
linear relation <=C holds more closely and over a wider range 


of thicknesses for annealed coatings than for untreated coatings. 
Nickel surfaces are slightly oxidized by this heat treatment, but 
chromium plated surfaces are not visibly affected, and the 
presence of the customary thin layer of chromium has no effect 
on the readings. Zinc-base die-castings cannot be heated to so 
high a temperature; instead they are annealed for 1 hour at 
280°C (535°F). Even this temperature causes warping of the 
casting so that the method is no longer non-destructive, although 
the distortion does not interfere with thickness measurements. 

After the instrument has once been calibrated for annealed 
coatings (see Figure 4), it may be employed in two ways for 
testing coatings of unknown thickness. (1) It can be used to 
test nickel coatings of any origin, provided that the specimens 
are annealed before testing. (2) It can be used for the routine 
testing of coatings as deposited, if the coatings are all plated 
under similar conditions. In this case it is necessary to calibrate 
the instrument for the type of coating deposited, and to check 
the calibration occasionally. The calibration is done by making 
measurements at different points on several specimens of coat- 
ing as deposited, then annealing them and measuring again at 
the same points. The latter measurements give the thickness 
of coating at these points, from which the magnetic constant C 
for the unannealed coating can be calculated. 

Table I is an example of the calibration of an instrument for 
coatings as deposited. 

TABLE I 
Point Dial readings on deposit Thickness 


Cc 
Direct Annealed hundred- For coating 
on as deposited 
inc 








1.59 
1.54 
Av. 1.59 





The thicknesses in column 4 are obtained from the values in 
column 3 and the curve in Figure 4. The magnetic constant in 
the last column is obtained by dividing the thicknesses in column 
4 by the dial readings in column 2. 

The calibration can also be done by measuring thicknesses at 
the given points metallographically, in which case the annealing 
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can be dispensed with. The accuracy of the thickness determin- 
ations on annealed coatings is about +10 percent, and on coat- 
ings as deposited, about +15 percent. 

D. Bright Nickel: Several commercial specimens of bright 
nickel were examined. The nickel as deposited is more magnetic 
than ordinary nickel deposits; in tact it is almost as magnetic as 
annealed nickel. If the calibration for annealed nickel is used 
for bright nickel as deposited, the thickness measured would not 
be more than 15 percent low. On annealing, bright nickel comes 


to about the same magnetic state as other annealed nickel de- 
posits. 


E. Effect of Iron or Cobalt in the Deposit: Iron and cobalt are 
both more magnetic than nickel, and if present in a nickel de- 
posit will cause the apparent thickness determined by the mag- 
netic method to be too high. Each percent of iron causes 
about a +4 percent error and each percent of cobalt causes 
about a +2 percent error. Nickel deposited from baths op- 
erated with 99+ percent pure nickel anodes will not contain 
enough iron or cobalt to interfere with magnetic measurements. 
However, some bright nickel-cobalt alloys that are now being 
plated, contain about 20 percent cobalt, and are more magnetic 
than nickel deposits. Magnetic measurements of thickness can 
be made on such coatings only if the composition is known and 
if the instrument is calibrated with coatings of similar com- 
position. Nickel-cobalt coatings, containing 15 percent or more 
cobalt, turn a dark blue color when they are annealed at 400°C. 
This distinguishes them from ordinary nickel coatings which 
usually turn yellow or light-brown when annealed. 

F. The Base Metal: The kind of base metal on which the 
nickel is plated does not affect the magnetic measurements, 
provided that the base metal is nonmagnetic. Nickel-brass, 
which contains about 18 percent of nickel, is nonmagnetic and 
therefore the magnetic method can be applied to nickel coatings 
over this alloy. Nickel coatings over rolled zinc cannot be an- 
nealed, as the zinc alloys with the nickel. This alloying does 
not take place with zinc-base die-castings. 

G. Effects of Size and Shape: There are some dimensional 
factors which must be taken into consideration when using this 
method. A magnet exerts an attraction over an area of coating 
with a diameter about 5 times the diameter of the magnet. It 
follows that measurements should not be made too near an 
edge, as then the end of the magnet will not be surrounded by 
a large enough area. The distance of the magnet from an edge 
should be at least twice the diameter of the magnet. With the 
above magnet, this distance is 0.15 inch (4 mm). 

The curvature of a surface may also affect measurements. 
The readings are too low if the radius of curvature of the surface 
is very small. The smaller the diameter of the magnet, the less 
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the attractive force is affected by curvature. The effect of 
curvature is negligible if the radius of spherical surfaces is at 
least 5 times the diameter of the magnet, or if the radius of 
cylinders is at least twice the diameter of the magnet. With 
the 0.08 inch (2 mm) diameter magnet, measurements may 
therefore be made without correction on spheres larger than 
0.8 inch (2 cm) in diameter and on cylinders larger than 1/4 
inch (6 mm) in diameter. 

The magnetic attraction of a magnet extends for a short dis- 
tance beyond the end of the magnet. Therefore, when measure- 
ments are made on a sheet of metal plated on both sides, the 
readings on one side may be affected by the nickel on the op- 
posite side. An annealed deposit on the back of a specimen has 
more effect than an untreated coating. This effect of a parallel 
coating decreases as the thickness of the base metal increases, 
and is negligible with annealed coatings if the thickness of the 
base metal is at least 3 times the diameter of the magnet, and 
with untreated coatings if the thickness is at least 1.5 times the 
magnet diameter. For the 0.08 inch (2 mm) magnet, these 
thicknesses amount to 1/4 inch (6 mm) and 1/8 inch (3 mm) 
for annealed and unannealed coatings, respectively. 

The thickness of coatings on one side of thin sheet metal 
which has been nickel plated on both sides can be measured if 
the coating on the opposite side is first removed by grinding or 
by solution in acid. The thickness of coatings on each side can 
be determined without destroying either coating if the effect of 
separation upon the attraction of the magnet has been de- 
termined. 

H. Practical Applications: The magnetic method for measur- 
ing the local thickness of coatings was checked against metallo- 
graphic measurements and found to be accurate within +10 per 
cent. Measurements were also made on about 50 commercially 
plated plumbing fittings, on each of which the average thickness 
by magnetic measurement was compared with the average thick- 
nesses obtained by stripping and analyzing the coatings. The 
two methods agreed within about +15 percent. 

The results of this study show that the magnetic method is 
accurate enough for most testing purposes. Since it is non- 
destructive, rapid, and requires little experience for its use, it 
should find application by both makers and users of brass 
articles and zinc-base die-castings plated with nickel (with or 
without chromium). The test may be rapidly and non-de- 
structively applied to all or a part of the production of a plant 
or of deliveries. In addition it may be used in a plant to study 
the distribution of nickel upon articles plated under definite 
conditions, and thus lead to the design of racks, anodes, tanks, 
and conveyors that yield the most uniform distribution of 
nickel. 
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Magnetic Method /or Measuring 
the Thickness of Non-Magnetic 
Coatings on Iron and Steel’ 


I. INTRODUCTION : 

HE present work is an ex- 

tension of magnetic meth- By 

ods to the testing of non- 2 
magnetic coatings upon steel. ABNER BRENNER 
Methods for the latter purpose 
have received attention during 
the last few years, and several papers on this subject appeared 
while this research was in progress*. The purpose of this paper 
is to describe a simple, compact, magnetic instrument for such 
measurements and to discuss the accuracy of the method. The 
following discussion is an extended abstract of Research Paper 


1081, in the Journal of Research NBS‘, for March, 20, 357 
(1938). 








II. PRINCIPLES INVOLVED 
The method for measuring the thickness of nickel plating on 
brass depends on the magnitude of the attractive force between 
a magnet and the nickel coating. The method to be described 
for the measurement of nonmagnetic coatings on steel depends 
on the decrease in magnetic attraction caused by the presence 


of a nonmagnetic coating between a magnet and the steel 
base metal. 


The maximum attractive force between a magnet and steel 
is obtained when the two are in contact. Any nonmagnetic 
material, such as zinc, copper, enamel, paint, or an air gap, 
that is placed between the magnet and the steel, decreases the 
magnetic attraction to an extent that depends upon the thick- 
ness of the intervening layer. If a device with a permanent 
bar magnet is calibrated with nonmagnetic coatings of known 
thickness on steel, it can be used to determine the thicknesses 
of other nonmagnetic coatings. The measurement consists in 
bringing the end of the magnet into contact with the coating 


*Publication approved by the Director of the National Bureau of Standards of the U.S. 
Department of Commerce. 


2Assistant Chemist, National Bureau of Standards. 


38W. E. Hoare and Bruce Chalmers, Jour. of Scientific Instruments, 14, 248 (1937). I. V. 
Radtchenko and F. K. Shestakovsky, Jour. Tech. Phys. U.S.S.R. 5, 1372 (1935). W.H. 
Tait, Jour. of Scientific Instruments 14, 341, Oct. (1937). General Electric Co., In- 
struments 8, 341 (1935) and The Enamelist, p. 9, Nov. 1936. Discussion in Metal In- 
dustry, London, 52, p. 267, 1938. 


4Copies of this paper may be obtained at five cents each from the Superintendent of Documents 
Washington, D. C 
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on the steel and determining the force necessary to detach the 
magnet. The thickness is read off from the appropriate cali- 
bration curve, on which the detaching force is plotted against 
the thickness. 


III. SPRING BALANCE 


A. Design: A spring balance may be used for measuring the 
thickness of nonmagnetic coatings on steel. The instrument is 
of the same type as that described for measuring the thickness 
of nickel coatings on nonmagnetic base metals (Figure 1 on 
page 263). The principal differences are that in the present 
instrument the magnet is smaller and the spring stronger. 


B. Magnet: The choice of a magnet is somewhat arbitrary 
and depends on the range of thicknesses to be measured. Small 
bar magnets about 0.04 inch (1 mm) in diameter are most sensi- 
tive for measuring coatings up to 0.001 inch (0.025 mm) in 
thickness, and larger magnets are most sensitive for measuring 
thicker coatings. The spring balance can be adapted to the 
measurement of coatings in ranges from 0.0001 inch (0.0025 mm) 
to 0.1 inch (2.5 mm) in thickness by selecting a magnet of the 
proper size and degree of magnetization, a spring of suitable 
strength, and, in sume cases, a counterpoise. 


The magnet chosen for testing most plated coatings is a rod 
of 36% cobalt steel, 0.04 inch (1 mm) in diameter and 1.2 inch 
(30 mm) in length. Its most useful range includes coatings 
with thicknesses from 0.0001 inch (0.0025 mm) to 0.002 inch 
(0.05 mm), although it may be used for coatings up to 0.015 
inch (0.4 mm) thick. The percentage of accuracy is least for 
coatings having a thickness corresponding to the extremes of 
this range. 


The magnet used in the spring balance should remain un- 
changed in strength over a long period of time, so that frequent 
recalibration will not be necessary. By magnetizing to only 80 
percent of saturation, the magnet is made less susceptible of loss 
of strength. The magnet is encased in a glass tube so that 
only the tip protrudes, because any contact of steel with the 
shaft of the magnet causes a loss of strength. 

C. Procedure: Measurements with the instrument are made 
by bringing the end of the magnet into contact with the coating 
and then turning the dial until the magnet is detached. The 
first reading is approximate and several more readings should 
be taken and averaged. The dial should be turned quite slowly 
in the neighborhood of the point of detachment of the magnet. 
Dial readings are converted to thicknesses by means of a cali- 
bration curve, or the dial may be graduated to read thicknesses 
directly. 


The test specimen should be placed normal to the magnet. 
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Measurements with a freely suspended magnet such as used in 
the present instrument, are not appreciably affected if the 
angle of contact varies a degree or two from 90°; but if the 
magnet were rigidly attached to the lever arm, each degree 
variation from the normal would produce an error of more than 
3 percent. 

Occasionally the end of the magnet picks up small magnetic 
particles which prevent contact of the magnet and specimen and 
cause low, non-reproducible readings. Such particles should be 
removed with a camel’s-hair brush. 

D. Calibration: The instrument is calibrated with coatings of 
known thickness. The calibration is best represented by a 
curve such as shown in Figure 1. The dial of the instrument is 
graduated into 100 divisions and is set to read near zero when 
the magnet is detached from mild steel (unplated). The dial 
then reads 100 or above when the lever arm is balanced in the 
absence of magnetic material. By this method of setting the 


dial, low scale readings correspond to thin coatings and high read- 
ings to thick coatings. 







= 
So 
z - 
2 S 
4 
=) $x 
oz zo 
ws OR 
Z5 +2 
so rm 
rz °% 
a pom 
ao £ 
uJ = 
ri 
ran) 
z 
= 
= 


DIAL READING 


FIGURE 1 


Calibration curves for coatings on various ferrous base metals. (0.04 inch diameter magnet). 

Curve A is an average curve for the following steel base metals: 

O=cold rolled steel, 0.033 inch thick 

VW —sheet steel, 0.012 inch thick 

spring steel, 0.15 inch thick 
=drill rod, 0.25 inch in diameter 

Curve C is an extension of Curve A (on a different scale) to thicker coatings. 
Curve B is the calibration curve for gray cast iron, 0.15 inch thick. 
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The type of instrument described in this paper has several 
advantages over the types previously described (Footnote 3). 
The advantages of an instrument employing a permanent magnet 
over the electrical devices are that (1) measurements with the 
former are scarcely influenced by the curvature of a surface, 
and (2) it measures the thickness of coating at a point rather 
than over an area. The present design of instrument is simpler, 
more compact, and more rugged than the others of the per- 
manent magnet type3 which have been described previously. 


V. FACTORS AFFECTING PRECISION AND ACCURACY 


The factors that affect the precision and accuracy of the method 
are: 


The smoothness of the surface. 
Curvature of the surface. 

Thickness of the base metal. 
Magnetic properties of the base metal. 
Magnetic properties of the coatings. 


. Smoothness of the surface: Lack of smoothness of the steel 
base metal or coating is one of the chief causes of inaccuracy 
with this metal, and is more likely to cause errors than are dif- 
ferences in the magnetic properties of steels. The instrument 
measures the distance between the tip of the magnet and the 
steel base and will not give concordant readings if in one place 
the magnet rests on a projection and in another place in a de- 
pression. 


The effect of roughness of the base metal or coatings on the 
accuracy is most pronounced with coatings less than 0.001 inch 
(0.025 mm) thick. The smoothness of the coating is even more 
important than that of the base metal, in fact the reproduci- 
bility of readings is fairly good on smooth coatings even though 
they cover a rough base metal. For example, fairly reliable 
readings are obtained on galvanized zinc surfaces (which are 
wiped smooth in the manufacturing process), even though the 
base metal may have been severely etched prior to galvanizing. 

Measurements on polished surfaces are reproducible to about 
one division. The precision is lower on rough surfaces and in 
some cases it may be necessary to take the average of 3 or more 
readings. Coatings on castings and on sand-blasted surfaces 
are too rough to be measured unless they are at least 0.001 
inch thick (for example, hot-dipped zinc coatings). The pre- 
cision of measurement on rough surfaces is improved by burn- 
ishing. To burnish a specimen, place a drop of oil on the 
surface and rub the spot with a 1/2 inch ball-bearing until a 
smooth area about 1/8 inch in diameter is produced. Wipe off 
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the oil before making measurements. It is advantageous to 
burnish coarse or crystalline deposits, but it is usually unneces- 
sary to burnish galvanized sheet, terne plate, tin plate, or most 
deposits thicker than 0.001 inch (0.025 mm). 


Occasionally it is necessary to test uncoated steel for the 
purpose of comparing it with the steel used in the calibration. 
For securing reproducible readings on bare steel, the surface 
must be smoother than is required for measurements on coatings. 
Some cold-rolled steels have a sufficiently smooth surface, but 
n general, the surface of steel must be polished before testing, 
either by buffing, or if the surface is too rough, by use of suc- 
cessively finer polishing papers. 


B. Size and Curvature of the Surface: Measurements with a 
magnet 0.04 inch (1 mm) in diameter are not affected very 
much by curvature. No appreciable error is involved in meas- 
urements on cylindrical rods more than 0.13 inch (3 mm), or on 
spheres more than 0.5 inch (13 mm) in diameter. Measure- 
ments are not affected by the proximity of an edge, if the mag- 
net is at least 0.08 inch (2 mm) from the edge. 


C. Thickness of the Base Metal: Measurements made. with a 
magnet 0.04 inch (1 mm) in diameter are not affected by the 
thickness of a base metal of mild steel, if it is over 0.01 inch 
(0.25 mm) thick. Base metals of high carbon steel must be 
several times thicker if the magnetic measurements are to be 
independent of the thickness. 


D. Magnetic Properties of the Base Metal: The nature of the 
ferrous base metal affects magnetic measurements, and separate 
calibrations should be made for metals which vary by more 
than about 5 percent in magnetic properties (as measured by 
their magnetic attraction). The attractive forces between a 
small magnet and many different specimens of mild steel, such 
as are used in stamping and forming operations, were determined 
and found not to vary more than a few percent. Hence with 
one calibration, measurements can be made on the majority 
of plated iron or steel products. Figure 1 illustrates calibration 
curves for coatings on several ferrous metals. Curve A was 
drawn through points for zinc coatings on various steels. All 
these points are within +4 percent of the average.curve. Coat- 


ings on malleable cast iron would also be represented by this 
curve. 


Certain high-carbon steels, and also gray cast iron, require 
separate calibrations. Gray cast iron (Curve B) is attracted 
by the magnet with only about 90 percent of the force exerted 
by mild steel. However, the curve approaches that for mild 
steels (Curve A) at about 0.001 inch (0.025 mm). Hence, for 
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coatings thicker than 0.001 inch, the calibration curve for mild 
steels will serve for practically any ferrous metal. Curve C is 
an extension (on a different scale) of Curve A to thicker coatings. 
From 0.001 inch on, it agrees with the curve for cast iron within 
about one-half scale division. 


Whether or not coatings on a given ferrous metal will fit a 
certain calibration curve can be determined by taking a read- 
ing on the uncoated metal (suitably polished). If the attrac- 
tive force of a particular metal does not vary by more than two 
scale divisions from that of the steel used for calibration, no 
appreciable error will be made in the measurement of coatings 
thicker than 0.0002 inch. It the difference is as much as 5 
divisions (for example on high carbon-steel), the standard cali- 
bration curve can still be used, by applying a correction to 
readings obtained on the coated specimens. However, coatings 
on cast iron, on some high-carbon steels, and on case-hardened 
steel require a special calibration. 


E. Magnetic Properties of Coatings: 1. Nickel Coatings—Thus 
far, the discussion has been confined to measurements of non- 
magnetic coatings. Measurements can be made also of nickel 
coatings on steel because, with the magnets used, the nickel 
exerts only about one-half as much attraction as does the steel. 
A separate calibration is required for nickel coatings. The 
curves given in Figure 2 (to be compared with Figure 1) show 
that the interposition ot nickel coatings does not decrease the 
attraction of the magnet for the steel as much as do correspond- 
ing nonmagnetic coatings. Hence, measurements of nickel 
coatings on steel may be expected to have less accuracy than 
measurements of nonmagnetic coatings. However, most nickel 
coatings are deposited over a smooth steel surface and are 
themselves polished, so that more reproducible readings are 
obtained. Nickel coatings much over 0.001 inch (0.025 mm) in 
thickness can not be measured with the 0.04 inch (1 mm) magnet, 
because beyond that range of thickness the attractive force 
changes too slowly with the thickness. The range can be ex- 
tended to nickel coatings 0.002 inch (0.05 mm) thick, however, 
by using a magnet 0.08 inch (2 mm) or more in diameter. The 
calibration curve for nickel should be checked more frequently 
than the one for nonmagnetic coatings, because a small error 
in the dial reading produces a larger error in determining the 
thickness of nickel than of nonmagnetic coatings. 


Variations in the conditions of deposition of nickel coatings 
do not affect the accuracy of measurement (although they do 
in the method described in the preceding paper). With the ex- 


a will be found in Research paper 1081, Journal of Research NBS, Vol. 20. 
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ception of coatings deposited at such a high pH that they are 
cracked and hence commercially worthless, all nickel deposits 
behave alike with this magnetic method, and annealing is un- 


necessary, and in fact, does not produce any appreciable change 
in the measurements. 


2. Composite Copper-Nickel Coatings—Measurements on 
composite coatings of copper and nickel will give too high a result 
if the calibration curve for nickel is used and too low a result 
if the curve for nonmagnetic coatings is used. However, if the 
copper layer is a flash coating only several hundred-thousandths 
of an inch thick, the use of the curve for nickel will not cause 
an error larger than +10 percent in the total thickness. For 
the measurement of the total thickness of a composite coating 
containing a thicker copper layer adjacent to the steel, the in-- 
strument must be calibrated with specimens containing known 
thicknesses of copper and nickel (Figure 3). The percentage of 
the total thickness of coating that is contributed by the copper 
layer must be known within about 10 percent in order to secure 


an accuracy of 15 percent in the measurement of the total thick- 
ness6. 


VI. 





TYPICAL RESULTS 


The thicknesses of coatings of electrodeposited copper, nickel, 
cadmium, zinc, and chromium; terne plate, hot-dipped zinc and 
tin, paint and vitreous enamel were measured magnetically on 
about 50 commercial articles and the results were checked 
either with a microscope or by stripping. Some coatings were 
measured both before and after burnishing. In nearly all cases 
the burnishing gave more accurate results in addition to im- 
proving the reproducibility of the readings. The average error 
of the method is about +10 percent for coatings thicker than 
0.0002 inch (0.005 mm). Measurements of electrodeposited 
coatings of good quality and of smooth painted or enameled 
surfaces are generally satisfactory. Measurements of galvanized 
sheet were about 10 percent low, perhaps because of the presence 
of zinc-iron alloys. Results on tin-plate are about 25 percent 
low, but all the coatings tested were very thin, being only about 
0.0001 inch (0.0025 mm) in thickness. If measurements on 
tin-plate are consistently low, an appropriate curve can be 
based on calibration with similar coatings. The low results may 
be due to the formation of an alloy layer. 


6if the thickness of the copper layer is unknown, the total thickness of the coating and an ap- 

proximate determination of the thickness of the copper layer can be obtained by making 
measurements at the same point with two magnets of different diameters. Each magnet 
should have a set of calibration curves as shown in Figure 3. 
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Duranite Finishes 


Talk by E. H. BUCY, Tech Director 
Zapon Div. Atlas Powder 
Springfield Branch A. E. S. 
Feb. 28, 1938 


In the early days of industrial coatings or finishes, plain 
linseed oil, cooked to increase viscosity and hasten drying, was 
used. Coatings made in this way were very slow drying, and it 
was impossible to get light tints or white. These coatings were 
very poor on resistance to ultra-violet light, and showed early 
chalking when placed on outdoor exposure. 


Later on, it wag found that cooking with some of the fossil 
resins such as Coro, Manilla, Pontianak and other fossil copal 
resins, increased the hardness and durability of the final film, 
and speeded up the drying rate. The addition of these varnish 
resins to the cook gave more gloss, and added materially to the 
adhesion of the finish. There was still bad yellowing on ex- 


posure to light, however, and the drying time was not nearly as 
fast as would be necessary for modern production schedules. 


There weren’t any noticeable improvements then, until the 
introduction of ester gum. Ester gum, made by the reaction 
of rosin and glycerin, was really the first synthetic resin. When 
cooked with china wood oil, greatly increased speed of drying 
and water-proofness resulted. 


Here, for the first time in the coating field, was the direct 
influence of the chemist. Rather than taking natural raw 
materials, with their shortcomings, this was the first step at a 
synthetic or man-made fortification of the natural products. 


A few years later, the development of oil soluble phenol 
aldehyde resins was the next big step. Properly cooked with 
oils, these new phenol aldehyde resins produced the first so- 
called ‘“‘tour hour enamels,’’ and even later, the so-called ‘‘one 
hour enamels.’’ Their water resistance and chemical reagent 
resistance were higher than anything heretofore produced. True, 
a good white couldn’t be made, because of the discoloring in- 
fluence of the phenol. However, both for paint work and for 
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industrial finishes, the phenol aldehyde resins showed great 
advances in durability and speeding up of painting schedules. 


Still later, the so-called Alkyd types were developed. These 
are made by the chemical reaction of a polyhydric alcohol such 
as glycerin, ethylene glycol, or sorbitol, with an organic acid of 
the type such as Phthallic acid, maleic acid, tartaric acid, or 
others. These are reacted either together or with fatty acid 
modifiers. This Alkyd type of resin has been used widely for 
refrigerator work as well as automotive and industrial finishing, 
during the last three or four years. Much purer whites and 
greater durability have been made possible. 


When properly baked, these modified Alkyd finishes resulted 
in much greater resistance to weathering, ultra-violet light and 
abrasion. The baking time, however, must be long enough to 
permit complete oxidation of the oil or fatty acid modifier 
component. Due to the presence of the fatty acid, there was 
after-yellowing on more prolonged exposure to light. If these 
finishes were not baked at fairly high temperatures, for a fairly 
long time, the water permeability was higher than was desirable. 


The next development was the use of heat reactive finishes. 
These are also completely synthetic, in that they are made from 
chemicals which are reacted to produce the base for them. These 
new finishes, of which our Duranite is the best example, may be 
applied by spray or dip. Their initial set-up is due to solvent 
evaporation. Therefore, there is not the difficulty with sags 
or runs during application. There is also far less trouble with 
dust or lint being trapped in the surface before the heat curing 
operation is completed. Pure whites are easily obtained; these 
whites having better resistance to exposure and corrosive in- 
fluences than anything that has been developed up to this time. 


These Duranite finishes need only a short period of heat to 
change them to the insoluble state. Temperatures from 300 to 
400° are used, with time varying from a few minutes up to as 
high as fifteen or twenty minutes. 


Washing machines, towel cabinets, refrigerators and general 
industrial work may be done in one coat. Various modifica- 
tions of Duranite are necessary, depending on the specific use 
to which it would be put. 
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Barrel Finishing 


By Waterbury Branch 
Read by William J. Gray 
at the 1937 A. E. S. Convention 


Barrel finishing is commonly divided into four types, the 
divisions being made according to the results desired and the 
method used. These types are: 


1. Sand Rolling or Abrasive Rolling. 

This may be accomplished in either a closed or an open barrel 
and with or without balls, cones, etc. The abrasive used may 
vary all the way from the finest of pumice, silica and alumina 
to coarse emery and sand. 


2. Ball Rolling or Ball Burnishing. 
This may be accomplished in an open or closed barrel without 
an abrasive but always with balls, cones, and some lubricant, 
etc. This method is more commonly used to bring up a high 


luster on soft metal articles. On hard steels a fine abrasive is 
used to bring up the luster. 


3. Bright Rolling. 

This is done in an open barrel without an abrasive and without 
balls or cones. Its purpose is usually to clean parts and bring 
out a bright finish. This method is very commonly used in the 
finishing of small brass eyelet machine parts. 


4. Color Finishing in Barrels. 
This process includes the application of all chemical finishes 
on small parts that do not warrant the expense of racking or 
special handling. 


It is the purpose of this paper to discuss the specific methods 
of finishing, by the first, third and fourth methods. Buttons 
were first made in this country in Waterbury, Connecticut, 135 
years ago. Buckles and other small parts were manufactured 
shortly after, thus the finishing of small parts has been an im- 
portant process in this locality. The information available 
from the experience of these many years is the basis of this paper. 
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This paper is written to give specific details of each step for 
several classes of work rather than a general description of the 
process as a whole. It is felt that the specific details of each 
method will be valuable. 


Finishing Type 1.— Sand Rolling. 


Blanked or stamped parts, such as buckles or garter parts, 
are made from steel and brass. Steel parts come to the Finish- 
ing Department clean except for a slight film of oil or cutting 
compound and can be put into the first finishing operation 
without intermediate cleaning. A barrel which has been found 
very successtul for finishing this type of work is constructed as 
follows: 6 sided horizontal welded construction trom }’’ stock; 
unlined, length 47’ divided into 2 - 23’’ compartments. Diameter 
across the flats 10’’, opening for loading and unloading work 
173” x 63” on one of the hex sides, speed of 24 to 34 revolutions 
per minute depending on work to be finished. The lid is bolted 
on with studs and nuts and a rubber gasket is used to assure 
no leakage of the barrel and cleanliness of the Finishing De- 
partment. 


About"150 Ibs. of work is put into each compartment and to 
that is added 1 lb. of Grade ‘“‘M”’ Silica. Water is then added 
until there is about 1’ covering the work. The barrel is then 
rolled at 24 R.P.M. for large work and 34 R.P.M. for small 
work. Roll the work 48 to 50 hours continuously for cutting 
down. At the end of that time the barrel is opened and the 
work very thoroughly rinsed. A thorough rinsing is of the 
utmost importance because the final finish depends on the 
complete removal of all the coarse abrasive material. Any of 
this Grade ‘‘M”’ Silica remaining will continue to cut and scratch 
the work and the process will never produce a satisfactory finish. 


At this stage, the steel will have a grey matt appearance which 
is removed in the same barrel by adding } lb. of red oxide of 
iron or polyroth and about 1 qt. of pine sawdust. The work is 
covered with water and once more rolled 48 to 50 hours. The 
physical properties of the red oxide of iron or polyroth, as it is 
known in the trade, are very important in determining the 
quality of finish which will be obtained. There has been no 
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successful specification set-up which will assure the proper grade 
of material and it has been found necessary to import polyroth 
from England in order to produce the finest grade of finish. 


After the second cleaning operation the work is, thoroughly 
rinsed, although, this rinsing need not be as thorough as the 
rinsing after the Silica Roll. It is then rolled from 20 to 24 
hours in the same barrel in a solution containing 6 oz. of powdered 
cream of tartar and 6 oz. of powdered soap bark. 


After this operation the work may be taken directly to the 
Plating Room for subsequent plating or may be dried after im- 
mersing in a hot solution of water containing 1 oz. per gallon 
of neutral soap and 2 oz. per gallon of slaked lime. The work 
is dried with maple sawdust in a steam jacketed revolving barrel. 


Neutral soap and slaked lime are used as the final rinse for the 
following reasons: Neutral soap leaves a very thin film of soap 
on the surface of the metal which assists drying without stain- 
ing and the slaked lime assures that the solution and work is in 
an alkaline condition. This alkaline condition is absolutely 
necessary in the handling of steel work to make sure that there 
is a passive film on the steel to minimize the chance of rusting 
during drying. 


The work after these three or four steps will be free from burrs 
and will have a very high luster. All of these steps have been 
so planned that any embossing or any design in the article will 
not be damaged and will be clear cut and well defined. 


In certain instances where the work presents large plain 
surfaces, it is considered good practice to pack the articles in 
soft steel cones in proportion otf two parts of cones to one of work 
by volume. In this way there is less chance of deep scratches 
marring the large surfaces and as soft steel cones pick up and 
carry a certain amount of abrasive, the work will still get the 
tull benefit of the grinding operation. At the end of the rolling 
period it is, of course, necessary to separate the cones from the 
work. The cones are kept in condition by keeping them im- 
mersed in a lime water solution. 


Case-hardened parts are rolled in the same manner as de- 
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scribed above except that the initial grinding is longer. In this 
case it is the practice to roll in Silica for 80 hours, then in polyroth 
12 hours eliminating the cream of tartar and soap bark roll 
entirely. This is possible because on the hardened surface, as 
produced by case hardening, an abrasive does not scratch the 
work as easily. — 


In rolling the same class of brass parts, the same barrels are 
used but instead of the three steps described for rolling steel, 
brass is rolled with rotten stone and water until the proper 
smoothness is obtained. The same amount of work is put in 
the barrel and to it are added # lb. rotten stone and enough 
water to cover. It is then rolled from 12 to 48 hours, depending 
on the roughness of the parts. When the work is removed from 
the barrel it has a dull, matted finish. It is then taken to the 
Dipping Department where it may be either matt dipped or 
bright dipped in baskets with subsequent ball rolling. 


This sand rolling has two functions, first the burrs are re- 
moved from the work and second the work is conditioned so 


that it can be bright dipped. It is possible to take a goodly 
quantity of work in an ordinary hand-dipping basket and dip it 
without testing or blanking off small areas to the acid dip which 
would cause uneven surface appearance. 


Bright rolling, either after the burrs are removed or when it 
is not necessary to remove burrs is commonly done in an open- 
mouth barrel where the work is mixed with platers compound, 
water and sawdust and rolled for varying lengths of time, de- 


pending upon the quantity of work and the quality of finish 
desired. 


Another class of work which can be finished in the horizontal 
type rolling barrel by the same general methods is hardened steel 
chair glides from }’’ to 13” diameter. The work is put into the 
barrel just as it is received from the Hardening Department. 
It has hardening scale, dirt, burrs and tool marks to be removed. 
To a load of work about two-thirds of the volume of the barrel, 
add a 12 qt. pail of either sifted builders’ sand or sea sand, 
cover with water and add a small amount of soda ash, sal soda 
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or sodium cyanide to make the solution alkaline. The alkalinity 
is necessary to eliminate pitting of the work. In this particular 
method gas is usually generated and it is necessary to have a 
small threaded plug in the barrel which can be loosened to re- 
lease the pressure before the lid is removed to handle the work. 
Roll the work for 48 hours at 30 R.P.M. with the coarse abrasive. 
At the end of this time the work should be inspected and if all 
the tool marks and burrs have not been removed add more sand 
and continue rolling until this has been accomplished. In using 
sea sand or builders’ sand the abrasive is gradually broken down 
to smaller and smaller particles until toward the end of the 
rolling operating the work is being given a polish rather than a 
grinding. If the burrs are not removed in the first half or two- 


thirds of the roll, they will not-be removed unless fresh sand is 
added. 


When the proper finish has been obtained, the work is washed 
thoroughly to remove all traces of sand and scale and here again 
it must be emphasized that a thorough washing is essential in 
order to obtain a good final finish. A simple way to do this 
washing is to bolt a fine screen in place of the lid of the barrel, 
fill the barrel with water and rotate it until clean. In this way 
the work is constantly in motion and the washing is greatly 
facilitated. When the sand has been completely removed cover 
the work with water, add about 8 qts. of hydrated lime and roll 
for 48 hours if necessary. This rolling period can be cut down 
somewhat without making any great difference in the appearance 
of the finish but for the best results 48 hours has been found 
necessary. Wash out the lime and then give a two to four hour 
roll with water containing 1 Ib. of caustic soda and a few balls 
of sodium cyanide which will put the work in proper condition 
for plating. There will be a very high grade finish on the work 
at this time, as the hardened surface of the glides assist ma- 
terially in bringing the work to a high luster. 


Finishing Type 3.— Bright Rolling. 


Brass articles can be rolled bright in an open-mouth wooden 
barrel using a mixture of powdered soap bark and cream of 
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tartar. Anything that can be tumbled may be finished in this 
manner. 


Parts are first bright dipped, then placed in the barrel which 
is rotated from 30 to 40 R.P.M. Water is added and a small 
amount of alkaline cleaner. This is rotated for a few minutes 
in order to remove any soap film which may be present. The 
barrel is then rinsed out and a small quantity of soap bark 
and cream of tartar added—about 2:1 by weight. Amount will 
depend on load, but is not more than an ounce. Work will 
develop a lather, the thickness of which will depend on amount 
of water used. Rolling is continued until parts are bright which 
may be one or several hours, depending on luster desired and 
shape of parts. It may be necessary to wash out and renew 
mixture, before rolling is complete. This is particularly neces- 
sary if parts have threads or sharp corners, in which case small 
chips accumulate in the initial stages of the process. 


Articles with rounded surfaces may be given a finish by this 
method which is equal to ball burnishing. After rolling work 
may be rinsed and plated without further cleaning. 


Finishing Type 4.— Color Finishing in Barrels. 


Practically any chemical finish that can be applied to work 
on racks or in baskets can be applied in a barrel and it is particu- 
larly advantageous to use the barrel process on small parts in 
order to cut the cost. The use of a barrel is not to be considered 
a method of applying a poor quality finish because if properly 
handled it can compete in every way with the same finish ap- 
plied by hand methods. Of course it must be understood that 
the quality of any finish is dependent as much on the surface 
of the basis metal as on the method or chemicals used. 


In applying chemical finishes the open end barrel is invariably 
used because it is necessary to remove the coloring chemicals 
rapidly when the proper shade is produced and also it is necessary 


to keep a close watch on the work to make sure that it is brought 
to just the right color. 

















THE MONTHLY REVIEW 277 





The barrels may be of brass, steel or any other metal. Wood 
is not recommended because it will absorb the various chemicals 
used and where more than one finish is applied or a series of 
several chemicals is used in the process, absorption of these 
chemicals by the wood may become a serious problem, and cause 
difficulty in producing high quality finishes. 
















The selection of a steel or brass barrel depends on the type of 
finish being produced and the basis metal on which it is being 
applied. Generally speaking a brass or copper barrel should be 
used to finish brass and copper work and a steel barrel should 
be used to color steel work. It this is not done electro chemical 


effects are apt to occur in the coloring which will affect the 
finish. 


Three typical finishes will be described: 





The first is a bronze finish on small brass articles. The work 
is placed in an open rotating barrel and cleaned with an ordinary 
alkaline cleaner. After cleaning, the work is thoroughly rinsed 
in cold and then in warm water and a few ounces of sulphuric 
acid are added to brighten up the work. The sulphuric acid 
acts as a very dilute pickle. When the work is bright, the acid 
is washed out and then treated with a warm solution made up 
as follows: copper sulphate, 2 oz. per gal., hyposulphite of soda, 
1 oz. per gal. This is put in with the work and rolled about 
20 minutes at which time the metal has taken on the proper 
finish, a gun metal color. In case a darker color is desired, 
use a little larger quantity of hyphosulphite of soda. After the 
proper color has been obtained, the chemicals are washed out 
thoroughly. No attempt is made to save them as the cost is 
very slight and the chance for contamination does not warrant 
the trouble. After thoroughly washing, the work is rolled in a 
slightly soapy water followed by a hot rinse, drained and dried 
in sawdust and the sawdust separated from the work in the 
ordinary manner. In case it is desired to relieve the high lights 
and bring out the brass color or color only the impressions and 
to make them stand out, roll the work in a soapy water solution 
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containing a little of No. 1 grade pumice until the proper finish 
is obtained. This can then be washed and dried in the usual 
manner. 


It is absolutely essential that all the chemicals used for coloring 
be thoroughly washed out of the work. If any is left in the work 
it will eventually be taken up by the sawdust and when various 
finishes are produced in the same department a staining or dis- 
coloring of the work will be encountered which can only be at- 
tributed to careless methods. 


To produce a blue black or ammonia-carbonate finish on brass, 
after the proper cleaning and rinsing to prepare the work for 
coloring, roll the work in a solution containing 1 qt. of ammonia, 
1 lb. of copper carbonate and 3 qts. of water at a temperature 
of 175° F. for three or four minutes until the proper color is ob- 
tained. In this case, it is advisable to save the solution as it can 
be used over again and is concentrated enough to warrant saving. 
After coloring rinse the work thoroughly and dry. 


To produce an oxidized copper or a sulphide copper finish on 
brass, cyanide copper plate the work, put it in a barrel and 
clean with an alkaline cleaner. This cleaning is necessary unless 
the work is carried directly from the plating to the finishing 
operation. Rinse thoroughly and then with the work still 
thoroughly covered with water add a few ounces of ammonium 
sulphide, 1 or 2 oz., the amount depending on the size of the 
batch and the depth of color desired. Roll for a few minutes 
until the proper depth of color is obtained and then rinse out the 
solution, not bothering to save it. After thoroughly washing, 
roll in a weak soap solution. Wash in cold and hot water and 
dry in sawdust. Again if it is desired to relieve the high lights 
or make the design stand out, roll the work in pumice until the 
proper contrast is obtained, then wash and dry. 


It should be borne in mind that for permanence, these finishes 
should be lacquered. 


These three methods are typical of the chemical finishes which 
can be applied to small articles in barrels and the same method 
can be used for many other finishes. 
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PROPOSED BY DETROIT BRANCH AT THE APRIL Ist 
MEETING 


By-Laws—To be inserted between paragraphs No. 30 and 31. 


There shall also be a special per capita tax of ten (10) percent for 
the purpose of attempting to each year provide each member with 
a copy of the Proceedings of the Annual Meeting. The money col- 
lected by this special tax must not be used for any other purpose. 
Thirty days before the Annual Meeting the Executive Board shall 
decide whether the general conditions of the Society are such that 
by the use of this special fund it is possible to give each member a 
copy of the Proceedings. If so, such announcement shall be made 
in the REVIEW immediately preceding the Annual Meeting. If not, 
this also shall be announced as above and provision made so that 
copies of the Proceedings may be obtained as in the past. In the 
latter case, no special per capita tax of ten (10) percent for this 
purpose shall be paid during the ensuing year. If, at the end of 
the year in which this special tax has not been collected, the Ex- 
ecutive Board finds it possible to give the Proceedings, then the 
special tax shall again be collected for the purpose of providing the 
Proceedings of the next Annual Meeting. This procedure shall be 


followed from year to year. 
T. C. EICHSTAEDT. 











DETROIT BRANCH 


The proposed Constitution and By-Laws were taken up for discussion at 
our April ist meeting and they were read and explained by our National 
President, Mr. A. B. Wilson. ‘There was a motion made and seconded that 
Detroit Branch recommend the following changes and that the delegates to 
the Convention be instructed to support the proposed Constitution and By- 
Laws embodying these changes but if the delegates found it impossible to 
carry this through, they were to use their judgment on a compromise of 
minor changes but to carry the general idea of membership as expressed in 
the proposed Constitution and By-Laws. The following changes were 
suggested: 


Paragraph 31 of Section 2 of the Constitution, Article 2, entitled Member- 
ship. It was recommended to take out the word ‘“‘and”’ and insert in place 
thereof the word ‘‘or’’ making the last line read “‘. . . supervising or direct- 
ing the personnel or production . . .” instead of “. . . supervising and di- 
recting the personnel and production . . .”. 


Section 5, Article 4, of the By-Laws, paragraph No. 17, entitled Duties of 
Committees. Insert the words “a maximum” before the words “‘. . fifteen 
hundred dollars . .’’. 


Section 4, Article 2, paragraph 40, of the By-Laws. Erase these words 
. and countersigned by the president. .” and in place thereof “. . he shall 
not issue any checks without the approval of the Board of Managers . .”. 


ae 


Paragraph No. 30 of the By-Laws. A motion was carried to change the 
words “forty-five percent” and make it read “thirty-five percent” in the 
second line and to add the following paragraph between No. 30 and No. 31. 
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BINGHAMTON-ELMIRA BRANCH 


At the April 3rd meeting of Binghamton-Elmira Branch the poet 

changes in the Constitution and By-Laws were discussed. The following 

changes are recommended by Binghamton-Elmira Branch: 

(First letter refers to Constitution, C; By-Laws, L.) 

(First figure in parenthesis refers to paragraph; second figure refers to line in 

paragraph.) 

C(19)2After the word “Convention” insert the words “except at business 
sessions’’. 

C(27) The papers read before the Branch Societies should remain the property 
of the author. 

C(31) Page 5—Active Members: These shall consist of foremen electroplaters. 
Each applicant shall be required to furnish proof that he has been ac- 
tively engaged in electroplating for at least 5 years; one year of which 
he must have acted in the capacity of a foreman plater. He may also 
be required to pass such examination in the deposition of metals jas 
may de deemed advisable by the Branch. 

C(31) Associate Membership shall consist of chemists, members of com- 
mercial firms dealing in plating supplies, and any man doing plating 
work in a commercial plating department. 

C(43) Any active member of a Branch in good standing is eligible to election 
as an officer and one (1) associate member may be elected to the 
Board of Managers, but hold no other Branch or National office. 

L-1 Cross out all italics and substitute “‘a candidate must be present to 
be nominated or elected.” 

L-17 Sec. 5A—A maximum registration fee of $5.00 per person. 

L-17 Sec. 5B—Exhibits of manufacturing products are to be held no oftener 
than every 5 years. 

L-17 Sec. 5C—Plant visitations shall be included in all convention programs. 

L-30-2 Per Capita Tax shall remain 35% but may be increased to 55% pro- 
viding the Convention Proceedings are furnished to each member free 
of charge. 

L-31 The Executive Board should not have the power to remove the charter 
of any Branch. 

Under Article I[V—Representation 

48-A The vote of the Associate Membership of a Branch shall never exceed 
the vote of the Active Membership. 

AUSTIN FLETCHER, Secretary 





CORRECTION 
The Solution Analyses published on pages 226-28 of the March REVIEW 
were erroneously credited to Mr. George Wagner. Mr. Robert Raymond 


Sizelove was the author of this paper. Our apologies to both of these mem- 
bers of Newark Branch are hereby extended. 





TO ALL BRANCH SECRETARIES — A REQUEST 


Invoices for 4th Quarter per capita tax will be mailed on May Ist. 

We are asking your cooperation in returning to us checks for 
same as soon as possible after that date so that all money due to 
the Society may be received before the end of the fiscal year, May 
3ist. This will enable us to get our annual reports in shape, to be 
audited before the Convention in Milwaukee June 13-16. Please 
accept our sincere thanks for the many courtesies extended to us 
during the year. W. J. R. KENNEDY. 














PROPOSED 
CONSTITUTION OF THE 
AMERICAN ELECTROPLATERS’ SOCIETY 


PREAMBLE 
NAME, OBJECT AND DIVISIONS 


(In the Constitution and By-Laws, the significant changes are in italics) 


This society shall be known as “‘The American Electroplaters’ Society,” 
. Inc., and incorporated under the laws of the State of New Jersey. 
The objects of this society shall be the improvement and dissemination 
of the art and science of electrodeposition and all of its allied arts; the 
1) development of a co-operative spirit of friendship and mutual assistance 
among its members, and the increase of knowledge of those occupied in the 
numerous applications of electro-plating. 


There shall be a “ National Society’’ which shall consist of members 
duly elected according to the Constitution and By-Laws, and ‘“‘Branches” 
of the American Electroplaters’ Society duly organized and affiliated 
under the provisions and in accordance with the laws of the National 
Society. In the Constitution and By-Laws the word “Society” refers to 
the National Society, and the word “Branch"’ refers to a Local Society. 


Part I. The National Society 


ARTICLE I. Functions. 


Sect. 1. Authority: The National Society shall be the governing 
body of the American Electroplaters’ Society, and all Branches shall 
be subject to the laws enacted by this body. It shall be the final tribunal 
for the entire body and its decisions shall be final. 


ArTICLE II. Membership. 


Sect. 1. Classes: The Membership of the National Society shall con- 
sist of two classes, Active and Honorary. 


Sect. 2. Active Members: These shall consist of three (3) active 
members in good standing from each Branch Society that is in good 
standing, who have been elected to the National Society in the manner 
required in the By-Laws. Each elected officer of the Society must be elected 
by his Branch as a delegate. : 


Sect. 3. Honorary Members: Honorary membership shall be con- 
ferred by a majority vote of the Society in Annual Meeting upon those 
persons whose knowledge and services have added or will add to the 
welfare of the Society. Any Branch Society desirous of having any 
person elected to Honorary Membership in the National Society shall 
submit the name of such person with the necessary information, to the 
Executive Board, a majority of which shall approve the application 
before presentation to the National Society for election. 
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ArTICLE III. Duties of Members. 


Sect. 1. Voting: A member may vote either in person or by proxy, 
and must vote when requested to do so, except when excused by the 
President. The Branch delegation of which the Presiding Officer at an 
Annual Meeting is a member shall have the same number of votes, to 
wit, three (3), as any other Branch Delegation, and in addition the 
Presiding Officer can vote in the case of a tie. 


Sect. 2. Proxies: A member or members shall have the right to use 
the proxy of any other member elected by the Branch Society to which 
he belongs, or of any members of one other Branch Society, provided 
that he present, and have accepted, by the Credentials Committee, the 
properly executed proxies or credentials before the opening of any meeting. 
No member shall represent more than one Branch Society in addition to 
the Branch which he represents as a delegate. 


ARTICLE IV. Officers. 


Sect. 1. List: The officers of the National Society shall consist of a 
President, Retiring President, First Vice President, Second Vice Presi- 
dent, Third Vice President, Executive Secretary, Residing Legal Officer, and 
an Executive Board. A member residing in New Jersey shall be appointed 
by the presiding officer at each Convention to serve as the residing legal officer 
of the National Society tn the State of New Jersey. All officers of the Soci- 
ety except the Executive Secretary and the Residing Legal Officer, shall be 
elected. The elected officers of the Society shall constitute the Executive 
Board. The Executive Secretary shall be appointed by the Executive Board, 
and shall continue to serve until his successor is appointed and qualified 
to serve. 


(10) Sect. 2. Qualifications: Each elected officer of the Society must be 
an active member of the Society in good standing. 


(11) Sect. 3. Term: The term of each elected officer shall be for one year, 
or until his successor shall have been elected or appointed in case of a 
resignation, and qualified, but no person may hold the same office more 
than two years in succession. 


(12) Sect. 4. Vacancies: In the event of a vacancy in the office of Presi- 
dent, the Vice Presidents shall succeed in the order of their rank. 


(13) Sect. 5. Past President: The retiring President shall become the 
official Past President, and a member of the Executive Board,. but shall 


continue in office as President until a new President is elected and in- 
stalled. 


ARTICLE V. Meetings and Conventions. 


(14) Sect. 1. The Annual Meeting: The regular meeting of the National 
Society shall take place during the Annual Convention for the purpose 
of transacting any sr ome that may be brought before it. 


(15) Sect. 2. Time: The Annual Meeting and Convention shall be held 
during June or July. 
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(16) Sect. 3. Place: The Convention shall be held at a place decided 

upon at a previous convention. Invitations from cities desiring to 
entertain the convention, shall be announced at the last business session 
of the convention. When more than one city presents invitations the 
selection shall be made by ballot. In the event that no invitations are 
received, the Executive Board shall select a convention city with the consent 
and co-operation of the local branch. 





(17) Sect. 4. Special Meeting: A special meeting shall be called by the 
President, with the approval of the Executive Board upon the written 
application of a majority of the Branch Societies. The purpose of any 
special meeting shall be stated in writing and the Executive Secretary % 
shall send a copy of the request and purpose of the meeting to each 

member of the National Society. No special meeting shall be called to 

consider any matters that can be decided by law or by the Executive 

Board in accordance with this Constitution and By-Laws. 


Sect. 5. Fiscal Year: The fiscal year of the National Society shall 
commence on the First day of June. All the financial reports shall be 
made from and all transactions shall be closed to conform with the 
ending of the fiscal year of the society and the branch societies, name- 
ly, the Thirty-first (31st) day of May. 










(18) 








(19) Sect. 6. Privilege of the Floor: Any person who is not a member of 
the Society may be granted the floor of a convention by the President or 


presiding officer, but shall have no vote. 





ARTICLE VI. Charters. 














(20) Sect. 1. Granting and Voiding: The Executive Board is authorized 
to grant charters to Branch Societies that have organized in accordance 
with this Constitution and By-Laws, but only the National Society in 


Annual Meeting shall have the right to declare a charter forfeited. 


(21) Sect. 2. Classes: The Society shall grant two classes of Charters: 
Temporary and Permanent. 
(22) Sect. 3. Temporary Charters: A temporary charter may be granted 
to any group of persons who can comply with the following requirements. 
(a) That there be a membership of not less than ten persons who can 
qualify as Active Members under the laws of this Constitution. These 
applicants may be active members of an existing Branch Society. 
















(23) (b) Each applicant, except those who are members of a Branch So- 
ciety, must fill out an application for membership and be accepted by 
the National Executive Board. Those applicants who are members of 
— must submit evidence that they are members in good 
standing. 


(c) That said group pray for a Charter in writing and that each 
member over his signature pledge his loyal support to the American 
Electroplaters’ Society, and promise to abide by its Constitution and 
By-Laws. 


(24) Sect. 4. Duration of Temporary Charter: With the approval of the 
Executive Board, the President may issue a Temporary Charter or re- 
voke the same at any time. This Charter shall be valid until the ‘Charter 
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Membership” of any organized Branch Society is closed. It shall be 
declared void if application for a Permanent Charter is not prayed for 
within one year after the granting thereof. 


(25) Sect. 5. Permanent Charters: The Executive Board shall grant a 
Permanent Charter upon the written application of a Branch Society 
that has been working under a Temporary Charter for at least three (3) 
months. No Charter shall be granted to more than one Branch Society 
in any one city. 


ARTICLE VII. Official Publication. 


(26) Sect. 1. Montary Review: The official organ of this Society shall 
be the Montaiy REviEw, which shall contain reports of meetings, ap- 
plications for membership, general business of the National Society and 
Branch Societies, papers read before the Conventions and Branch So- 
=— and any other information that may be valuable to the member- 
ship. 


(27) Sect. 2. Release of Papers: The papers read before the National 
Society or any Branch Society and their discussions shall be the property 
of the Society. They shall be released to other journals in accordance with 
the By-Laws. 


Part II. Branch Societies. 


ArTICLE I. Name and Object. 


(28) Sect. 1. Name: Each Branch Society shall be known as the Branch 
Society of the American Electroplaters’ Society of the city or cities in 
which the branch is located. 


(29) Sect. 2. Object: The object of each Branch Society shall be identical 
with the object of the National Society as provided in the Preamble of 
this Constitution. 


ArTICLE IJ. Membership. 


(30) Sect. 1. Classes: The membership shall consist of two (2) classes, 
called respectively, Active and Associate. 


(31) Sect. 2. Active Members: These shall consist of foreman electro- 
a. elected by a majority vote. Each applicant shall be required to 
urnish proof that he has been actively engaged in electroplating for at 
least five (5) years; one (1) year of which he must have acted in the capac- 
ity of a foreman plater or supervisor. He may also be required to pass 
such examination in the deposition of metals as may be deemed advisable 
by the Branch. A foreman plater or supervisor is hereby defined as an 
executive engaged in supervising and directing the personnel and production 
of a plating plant or department. 


ALL NEW 


(32) Sect. 3. Associate Members: These shall consist of any persons not 
qualified for active membership, who are interested in any phase of the 
electroplating industry and in the aims and welfare of this Society. 
Associate members shall be elected by a majority vote, and shall have 
all the privileges of an active member except being eligible to election to 
the National Society. 








le 
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(33) Sect. 4. Change in Classification: Any member who has become 

qualified for a different membership under the above classification will 
be automatically deprived of all rights and privileges under the old 
classification and entitled to all rights and privileges under the new 
classification, when changed from one classification to the other. 






(34) Sect. 5. Applications: Applications for membership shall be made to 
the Secretary of the Branch iety with which the applicant desires to 

be affiliated, on an authorized form. This form is to - filled out and 

endorsed by three (3) members in good standing in that Branch. 













(35) 





Sect. 6. Familiarity with Constitution: Each applicant for member- 
ship shall receive a copy of the Constitution and By-Laws, which he 
shall be expected to read attentively, and he will not be allowed to plead 
ignorance for any violation. 





(36) Sect. 7. Transfer: Any member wishing to be transferred from one 
Branch Society to another must make out an application in duplicate 
on a specified form, which must be countersigned by the Secretary of the 
Branch of which he isa member. The duplicate copy must he signed by 
the Secretary of the Branch Society to which the transfer was made, and 
sent to the Executive Secretary » 4 the Society. 
















(37) Sect. 8. Resignation: No member can resign unless he is in good 
financial standing. Any subsequent application for reinstatement in 
another Branch must be endorsed by the Branch from which the member 
resigned. 










(38) Sect.9. Expulsion: On proof that a member has made false or mis- 
leading statements in his application for membership, or has acted con- 
trary to this Constitution, he shall be expelled from the Society and all 
moneys received from him shall be forfeited. 









(39) Sect. 10. Reinstatement: Any member suspended or expelled from 

the Society may be reinstated by a majority vote of the Branch Society 
from which he was suspended or expelled. No member suspended or 
expelled shall be eligible to membership in any other Branch Society 
unless reinstated as provided in this section and in Section VII. 













(40) Sect. 11. Rejection: Any applicant for membership who has failed 
to qualify according to the Constitution and has been rejected by any 
Branch Society cannot apply again for membership until after a period 
of one year, and then only to the Branch by which he was rejected, unless, 
that branch consents to his membership in another Branch. 





(41) Sect. 12. Membership Fee: The minimum membership fee shall be 
Five Dollars ($5.00), to be submitted with the application. 





ARTICLE III. Officers. 


(42) Sect. 1. List: The officers of each Branch Society shall be a President, 
a Vice President, a Secretary, and a Treasurer, or a Secretary-Treasurer, 


a Librarian, and a Board of Managers, which shall consist of three (3) 
members. 














(43) Sect. 2. Qualifications: Any member of the Branch who is in good 


standing is eligible to election as an officer. 
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(44) Sect. 3. Election: All officers shall be elected for a term of one (1) 
year, or until their successors have been elected and installed. 
Part III. Revision of Constitution 


ARTICLE I. Revision. 


(45) Sect. 1. Authority: No part of the Constitution shall be repealed, 
altered, annulled, suspended or amended, except (a) by a two-third 
vote at the Annual Meeting of the National Society, or (b) by a two- 
third referendum vote of all the members of the Society. 


(46) Sect. 2. Procedure for Annual Meetings: A written copy of each 
amendment to be considered at an Annual Meeting must be sent to the 
Executive Secretary on or before the first day of April by the Branch 
proposing such an amendment, and shall be published in the April and 
May issues of the REview. A copy shall be sent by the Branch proposing 
the amendment, to each Branch Secretary in time for the May meeting. 
The National President shall refer all amendments to the Law Com- 
mittee, which shall see that they are properly worded and classified 
before being presented to the Society for final action which shall be at 
the final business session of the Annual Meeting. 


(47) Sect. 3. Procedure of Referendum Vote: Any amendment submitted to 
the Executive Secretary between April 1 and December 31 of any calendar 
year, shall be submitted to the Executive Board, who shall decide whether 
action upon it before the next Annual Convention is warranted. If they 
approve such action the amendment shall be submitted to the Law Committee, 
and shall be published in the succeeding issue of the REVIEW, and a copy 
shall be sent to each Branch Secretary and to each member of the Society as 
constituted at the last Annual Meeting. Each such member shall then be 
requested to send his vote on the adoption of the amendment to the Executive 
Secretary by a date to be fixed by the Executive Board. 


ARTICLE II. Parliamentary Authority. 

(48) Sect. 1. Basis: Roberts’ Rules of Order shall be the parliamentary 
authority for all matters of procedure not especially covered by the 
Constitution and By-Laws of this Society or by special rules of procedure 
Adopted by the Society. 


BY-LAWS 
Part I. National Society 


ArTICLE I. Election of Officers. 


(1) Sect. 1. Time and Method: The election of officers shall take place 
during the Annual Meeting, and it shall be by roll call of the qualified 
members or their qualified proxies. Only delegates whose credentials 
have been approved by the Credentials Committee or the Convention 
shall be entitled to vote. If a candidate for office is not present when 
nominated, the delegate making such nomination must vouch for such can- 
didates being willing to serve if elected. 
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(2) Sect. 2. Election Committee: At the first business session of the 
Annual Meeting the president shall appoint an election committee of 
three (3), who shall have charge of the distribution of the ballots, and 
the counting of same. 


Sect. 3. Majority Vote: Should there be more than one candidate 
for any office, the candidate receiving the majority of votes cast shall 
be declared elected. In case there is no majority on the first ballot, 
the candidate receiving the least number of votes shall be dropped and 
another vote taken. ‘This shall be continued on each ballot until one of 
the candidates receives a majority of the votes cast. 


Sect. 4. Installation: Installation of officers shall take place at the 
Annual Convention. 


ARTICLE II. Duties of Officers. 


Sect. 1. Reports: Each Officer of this Society shall make a report 
of his activities to the Annual Convention. 


OQ eee OF Oe 


Geet ¢ 


Sect. 2. President: It shall be the duty of the President to preside 
at all meetings of the National Society, to preserve order, to put all 
motions before the meeting if duly seconded, to decide all questions of 
order subject to an appeal to the meeting, to give the deciding vote in 
case of a tie. In honor of his office he shall be a member of all com- 
mittees. He shall call all special meetings of the Society and all meet- 
ings of the Executive Board that may be necessary, at such places as 
shall be most convenient to the members, and shall state in writing the 
object of each meeting. He shall appoint all committees not otherwise 
provided for; in the absence of an officer, appoint a member to act during 
his absence, and when an officer resigns or dies, appoint with the approval 
of the Executive Board, a qualified member to fill out the unexpired term. 
He shall sign a voucher for each disbursement made by the Executive Secretary. 


Sect. 3. First Vice President: It shall be the duty of the First Vice 
President to perform the duties of the President in the absence, death 
or resignation of the latter. He shall be the Chairman of the Executive 
Board. 


Sect. 4. Second Vice President: It shall be the duty of the Second 
Vice President to perform the duties of the President in the absence of 
the President and the First Vice President. 


Sect. 5. Third Vice President: The Third Vice President shall per- 
form the duties of the First and Second Vice Presidents in case of enforced 
absence or resignation of either of these officers and shall exercise authority 
in case of absence of the President, First and Second Vice Presidents. 


(10) Sect. 6. Executive Board: The Executive Board shall consider and 
act upon all matters specifically assigned to it in this Constitution or 
By-Laws, and such other matters as may be referred to it by the President 
or the Society. 


(11) Sect. 7. Executive Secretary: It shall be the duty of the Executive 
Secretary to keep an accurate report of the proceedings of each meeting 
of the National Society, and of the Executive Board. He shall take 
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charge of all funds of the National Society, deposit the funds in such a 
manner as the Executive Board may direct, and pay all bills properly 
presented to him for payment with the approval of the President. He shall 
receive all money paid in by the Branch Societies, and give receipts 
therefore. He shall keep an itemized record of all receipts and ex- 
penditures, and shall have his accounts audited by a Public Accountant 
and ready for inspection at each Annual Meeting, or at any time the 
Executive Board may deem advisable. He shall be Chairman of the 
Committees on Information and Employment. He shall take charge 
of and preserve all papers and documents pertaining to his office. He 
shall serve as Editor of the REview; shall preserve in good condition all 
papers sent to him by any member or by any Branch Society, and attend 
to the editing and publishing of such matter as the Society may direct. 
He shall have power to appoint members of the Editorial Staff. He shall 
take charge of all literature belonging to the Society. He shall make 
such exchange of publications with other journals, institutions or societies 
as may be approved by the Executive Board. He shall attend to the copy- 
righting of the proceedings of each Annual Meeting. He shall release 
papers for publication in other journals, with appropriate credit, within 
not less than ten (10) days after their publication in the REVIEW, and release 
such papers as are not published in the REVIEW at such time as he considers 
advisable. He shall have charge of advertising in the REVIEW and shall 
deposit the funds received in the General Fund. He shall distribute the 
REVIEW to the members of the Society and its Branches. His salary 
shall be fixed by the Executive Board, subject to its approval by the National 
Society in the Annual Budget submitted by the Executive Board. He shall 
furnish the bonds required by the Executive Board. He shall be an ex-officio 
member of the General Committee for each Annual Convention and shall 
audit the accounts of Conventions. He shall be the secretary of the Research 
Committee and other Committees that involve the National Society. 


ARTICLE III. Committees, 


(12) Sect. 1. Appointment: As soon as feasible after his election the 
President shall appoint all necessary committees not otherwise provided 
for. Each Vice President shall be appointed as Chairman of one of the 
standing committees. Those relating to the Annual Convention shall 
be announced at the first session. Unless otherwise stated, all members 
of these committees shall be active members of the National Society. 


ARTICLE IV. Duties of Committees, 


(13) Sect. 1. Credentials Committee: The Credentials Committee shall 
meet before the Annual Meeting at a time designated by the President 
to consider all the credentials and proxies presented by the delegates 
of the various Branches, and shall make appropriate recommendations, 
which shall be subject to the approval of the Convention. 


(14) Sect. 2. Law Committee: The Law Committee shall be composed 
of the Past Presidents of the Society. The most recent Past President 
shall serveas Chairman. The Committee may appoint one of its members 
as secretary for the next ensuing year. This committee shall receive a copy 
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of all amendments and revisions of the Constitution and By-Laws and 
see that they are properly worded and classified before they are pre- 
sented at the final business session. 


(15) Sect. 3. Auditing Committee: The Auditing Committee shall audit 
all books of the National Society and report thereon at the final business 
session of the Annual Meeting with such recommendations as they may 
deem advisable. 


ALL NEW 


(16) Sect. 4. Convention Program Committee: The Program Committee 
for each Convention shall consist of members of the Local Branch Society 
and the Executive Secretary of the Society. At least two months before 
the Convention they shall submit to the Executive Board for its approval, 
a report on the plans for the Convention, including any proposed exhibits. 


ALL NEW 


(17) Sect. 5. Profits of the Convention: Of the net profits of any Annual 
Convention and Exhibits, after payment of actual expenses, Fifteen 
Hundred ($1500.00) Dollars shall be retained by the Local Branch Society, 
and the balance placed in the General Funds of the Society. 


(18) Sect. 6. The a Committee: The Budget Committee shall consist 


of the Executive Board. They shall submit to the Annual Meeting of the 
National Society a budget of the estimated receipts and expenditures for the 
ensuing year. After this, or an amended budget has been approved for the 
National Society no expenditures for any ttems shall be increased by more 
than twenty (20) percent, without the approval, by letter ballot of the Na- 
tional Society. If at any time the receipts are less than those estimated, 
the Executive Board shall endeavor to decrease the expenditures accordingly. 


ALL NEW 


(19) Sect. 7. Research Committee: (a) The President shall appoint the 
Chairman of the Research Committee, who shall select from eight (8) 
to twenty (20) persons who are either active or associate members of 
Branch Societies. This committee is authorized to solicit funds for 
research from persons, firms or organizations. (b) Such funds shall be 
held in custody by the Executive Secretary of the Society, and disbursed 
with the approval of the chairman and the sub-committee on disburse- 
ments. (c) The Research Committee shall submit to the Annual Meetin 
of the Society its general plans for any proposed research, including woe 4 
cooperation with other societies or Institutions as is deemed expedient. 
When such a project is approved by the Society, the Research Com- 
mittee is authorized to make the necessary detailed arrangements, in- 
cluding the employment of personnel, and publication and distribution 
of the results; either directly, through sub-committees, or through proper 
representation on Joint Committees. (d) The Chairman shall aia 
meeting of the committee during the Annual Convention and at least 
one other time in each fiscal year, at a place convenient to the personnel 
of the committee. Reports of the work of the Research Committee shall 
be presented to the Annual Meeting of the Society, and, as far as feasible, 
to Seanch Meetings and Regional Meetings. 
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(20) Sect. 8. Membership Committee: A Vice President shall be chair- 
man of and shall appoint the membership committee consisting of the 
Secretary or some other active or associate member of each Branch. 
This committee shall take such steps as it deems advisable to retain 
and increase the membership of the Branches of the Society. 


ALL NEW 


(21) Sect. 9. Educational Committee: A Vice President shall be chair- 
man of and shall appoint the educational committee, which shall include 
the Librarian or any other active or associate member of each Branch. 
This committee shall assist branches to improve their educational sessions 
by securing speakers, programs, classes and teachers for such meetings. 
It shall cooperate with the Executive Secretary in the preparation of the 
REviEw, including the preparation of abstracts and other articles of 
interest. 


ALL NEW 


(22) Sect. 10. Exhibits Committee: A Vice President shall serve as 
chairman of and shall appoint the members of the Exhibits Committee, 
who shall be active or associate members of one or more Branches in- 
cluding that at which the convention is to be held. This committee 
shall have charge of exhibits of electroplating and workmanship that shall 
be held in connection with any Annual Convention, and shall make 
awards of such prizes as may have been offered and approved by the 
— Board, in accordance with rules approved by the Executive 

oard. 


ALL NEW 


(23) Sect. 11. Committee on Papers’ Awards: The President shall ap- 
point before each Convention the Chairman and members of the com- 
mittee on Papers’ Awards, who shall be Active or Associate Members 
of the Branches. This Committee shall submit to the Executive Board 
its proposed rules for the award of such prizes for papers as have been 
offered and accepted by the Executive Board. On approval of these 
rules by the Executive Board the Committee shall make selections for 
such awards and announce their decisions during’ the Annual Conven- 
tion or as soon thereafter as practicable. 


ALL NEW 


(24) Sect. 12. Information Committee: The Executive Secretary shall be 
Chairman of and shall appoint the members of the Information Com- 
mittee, who shall be Active or Associate Members of the Branches. 
This Committee shall endeavor to answer, or have answered, either in 
correspondence or in publications, requests that may be received for 
information regarding electroplating methods and equipment. 


(25) Sect. 13. Employment Committee: The Executive Secretary shall 
be Chairman of the Employment Committee, which shall consist of the 
Secretaries of all Branches. This committee will assist employers to 
secure qualified platers who are members of Branch Societies, and shall 
assist unemployed members to secure employment as platers. 
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ARTICLE V. Funds. 


(26) Sect. 1. General Funds: Unless otherwise provided, all receipts from 
per capita tax and from advertising, and all moneys received from each 
Annual Convention, as specified in By-Laws (Article IV, Sect. 5), shall be 
kept in the general fund. 


ALL NEW 


(27) Sect. 2. Special Funds: All funds collected for special purposes shall 

be kept by the Executive Secretary in separate accounts and shall not 

- used except for the specified purpose, except by vote of the National 
ociety. 


ARTICLE VI. Duties of Branch Societies. 


(28) Sect. 1. Applications: Each Branch Society shall send the name of 
each applicant for membership to the Executive Secretary who shall 
publish the name in the MontHity Review. No application shall be 
acted upon by the Branch Society until ten (10) days after such publica- 
tion. 


(29) Sect. 2. Stationery and Literature: All Branch Societies shall use 
special forms of application blanks, membership cards and certificates, 
copies of the Constitution, and such other literature as may be designated 
by the National Executive Board, which must be purchased from the 
National Society. 


(30) Sect. 3. Amount of Per Capita Tax: Each Branch Society shall 


contribute a Per Capita Tax of forty-five per cent (45%) to defray the 
expenses of the National Society. This per capita tax to be based on 
the minimum dues (see By-Laws, Part II, Article VII, Sect. 1.) required 
for each member. For a stated purpose a special per capita tax may be 
assessed on all Branch Societies, which shall not exceed ten per cent 
(10%) of the minimum dues, provided that said special tax is approved 
by a two-third (2-3) vote of all members of the National Society. The 
amount of the per capita tax shall be estimated upon the membership 
at the beginning of each quarter. The per capita tax of all members elected 
one any fiscal year shall be paid in the quarter in which they are 
elected. 


(31) Sect. 4. Time and Payment: The per capita tax shall be paid in 
four (4) installments, each installment to be paid to the Executive 
Secretary by the fifteenth day of August, November, February and 
May. If any Branch Society’s per capita tax shall not have been paid 
within thirty (30) days from the date when due tts officers shall be notified 
by the Executive Secretary, and if the dues are not patd within the following 
thirty (30) days the Branch shall not be considered in good standing and 
shall not receive any benefits or publications until such per capita tax 
shall have been paid. Any Branch Society whose per capita tax shall 
not have been paid in full within thirty (30) days after the beginning of a 
Fiscal Year, may, on the recommendation of the Executive Board, be sus- 
pended or have its Charter revoked. 


(32) Sect. 5. Reports: The Secretary of each Branch Society shall send 
to the Executive Secretary reports of each regular meeting, and all 
papers suitable for publication within seven (7) days after said meeting. 


(33) Sect. 6. Fiscal Year: The fiscal year of all Branch Societies shall 
begin on June first of each year. 
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BY-LAWS 


Part II. Branch Societies 


ARTICLE I. Meetings. 


(34) Sect. 1. Time and Place: Meetings shall be held at regular intervals 


upon stated days, at a place and time approved by a majority of the 
members. 


(35) Sect. 2. Object: The meeting shall be for the presentation and dis- 
cussion of papers on electroplating or similar subjects, and for the trans- 
action of any business that may be brought buleve the meeting in ac- 
cordance with the objects stated in the Preamble of the Constitution. 


(36) Sect. 3. Special and Regional Meetings: Each Branch may hold 
special meetings and may cooperate with other Branches in Regional 
Meetings. 


ARTICLE II. Duties of Officers. 


(37) Sect. 1. President: It shall be the duty of the President to preside 
at all meetings, to preserve order, to put all motions before the meeting 
if duly seconded, to decide ail questions of order, subject to an appeal 
to the meeting, and to cast the deciding vote in case of a tie. He shall 
in honor of his office, be a member of all committees, appoint all com- 
mittees not otherwise provided for, and in the absence of an officer, 
—_— a member to act during his absence. He shall call all meetings 
of the Board of Managers that may be necessary. 


(38) Sect. 2. Vice President: It shall be the duty of the Vice President 
to perform the duties of the President in the absence of the latter. 


(39) Sect. 3. Secretary: It shall be the duty of the Secretary to keep an 
accurate record of the proceedings of each meeting, in a book provided 
for that purpose. He shall send to the Executive Secretary the name of 
all applicants for membership. He shall send a corrected list of the 
membership of the Branch Society to the Executive Secretary with the 
quarterly payment of dues. He shall send to the Executive Secretary a 
report of each meeting and a copy of all appropriate papers within 
seven (7) days of the date of the meeting. He shall keep an itemized 
account of all receipts and expenditures and perform such other duties 
as are required of a Secretary. He shall be a member of the Employment 
Committee of the Society. He may be paid such a salary as the Branch 
approves. 


(40) Sect. 4. Treasurer: It shall be the duty of the Treasurer to take 
charge of all funds of the Branch and to pay all bills properly presented 
to him for payment, with the approval, of the Board of Managers. He 
shall deposit the funds in such a manner as the Branch may direct. 
He shall give a receipt for all moneys received and shall have his ac- 
counts correctly posted and ready for auditing by the Board of Managers 
each quarter or whenever requested to do so. All checks shall be signed 
by the Treasurer and countersigned by the President. The Treasurer 
shall be bonded in a sum at least equal to the funds in the treasury. He 
may be paid such salary as the Branch approves. In the event of the 
Treasurer being unable to attend a meeting he shall designate some 
member to act in his behalf. 
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(41) Sect. 5. Librarian: It shall be the duty of the Librarian to provide 
a topic for discussion at each meeting and obtain suitable speakers or 
papers. He shall keep a record of all discussions, provide and have 
charge of the “Question Box”’, and take charge of all literature, maga- 
zines, books, and similar matter belonging to the Branch. 


(42) Sect. 6. Board of Managers: The Board of Managers shall have 
supervision of the funds and properties of the Branch. It shall con- 
stitute a standing committee for the consideration of such matters as 
miay be referred to it by the President or by the Branch. It shall examine 
all applications for membership and shall recommend the election or 
rejection of any applicant. It shall act as the Business Committee of 
the Branch, before which business may be brought for discussion before 
being presented to any meeting of the Branch. 


(43) Sect. 7. Property: Every officer holding property of any kind be- 
longing to the Branch shall deliver up the same after his successor has 
been installed, or at any time the Board of Managers may require it. 


(44) Sect. 8. Reports: Every officer at the end of his official term shall 
present a report of his official transactions, or, should he resign before 
the expiration of his term, he shall present such a report in writing with 
his resignation. 


(45) Sect. 9. Resignations: Any officer intending to resign shall give a 
written notice to the President at least one month previous to his resig- 
nation. His successor shall be elected at the next regular meeting of 
the Branch. 


ARTICLE III. Duties of Members. 


(46) Sect. 1. Voting: Every member must vote when required to do so, 
except when excused by the President. 


(47) Sect. 2. Misuse of Membership: A member must not use or sanction 
the use of the name, or insignia of the Society or his membership, in the 
Society or Branch, as a means of advertising. The violation of this 
om if proven, shall result in expulsion from the membership of the 

ranch. 


ARTICLE IV. Representation. 


(48) Sect.1. Delegates: Each Branch Society shall be entitled to three (3) 
representatives in the National Society. These representatives must be 
active members in good standing and shall be elected at least one month 
previous to the Annual Meeting of the National Society. 


(49) Sect. 2. Credentials: Delegates must present their credentials in 
person to the Executive Secretary and have the same approved by the 
Committee on Credentials. Their terms as members of the society shall 
continue until their successors have been seated in the next succeeding 
Annual Convention. The credentials of delegates shall be signed by 
the President and Secretary of the Branch or Branches which they 
represent. A duplicate copy shall be sent to the Executive Secretary 
not later than fifteen (15) days before the first day of the Annual Con- 
vention. 


(50) Sect. 3. Instructions: Each Branch Society may instruct its repre- 
sentatives in the National Society as to its wishes in regard to the en- 
actment of laws and the election of officers. All members of the National 
Society must vote on all questions according to the instructions given 
by their respective Drench Seclocion. 
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ARTICLE V. Conventions. 


(51) Sect. 1. Time and Place: The Branch Societies of the American 
Electroplaters’ Society shall meet in convention each year during June 
or July at a place that has been decided upon at a previous Annual 
Meeting of the National Society. Four days shall be allowed for the 
convention if the business of the Branches warrants such a period. 


(52) Sect. 2. Purpose: The convention shall be for the purpose of (a) 
presenting and discussing papers, (b) exhibiting anything that relates 
to the electrodeposition of metals, and for any other purposes that the 


Society may desire, that are in accordance with the Constitution and 
By-Laws. 


(53) Sect. 3. Delegates: The members of each Branch Society, elected as 
members of the National Society, shall act as delegates to the Con- 
vention and to the Annual Meeting of the National Society. 


ARTICLE VI. Dues. 


(54) Sect. 1. Minimum: The minimum annual dues shall be Six Dollars 
($6.00) per year and may be paid quarterly, semi-annually, or annually. 
New members shall pay dues for the quarter in which they are elected 
and for the remaining quarters of that fiscal year. 


(55) Sect. 2. Suspensions: Members whose dues are not paid within three 
(3) months after the beginning of a fiscal year shall be considered in 
arrears and shall be suspended until said dues have been paid. 


(56) Sect. 3. Expulsion: Members whose dues for any previous year re- 
main unpaid at the ending of any fiscal year shall be dropped and may 
be reinstated only upon application, accompanied by a remittance of 
all moneys due the Branch, and by the unanimous consent of the mem- 
bers of the Branch Society of which he was a member. 


(57) Sect. 4. Transfer: No member can be transferred to another Branch 
unless his dues have been paid in full for the quarter in which the transfer 
is made and for one quarter in advance. If the dues of a member de- 
siring to be transferred have been paid in advance, the Branch Society 
granting the transfer shall pay to the Secretary of the Branch Society 
to which the transfer is made the sum of One and one-half ($1.50) Dollars 


for each quarter for which the per capita tax has not been paid by the 
issuing branch. 


ALL NEW 
Part III. Revision of By-Laws 


ArTICLE I. Revision. 


(58) Sect. 1. Procedure: No part of the By-Laws shall be repealed, 
altered, annulled, suspended or amended, except by a two-thirds (2-3) 
vote of the members of the National Society at an Annual Meeting, or 
by a two-thirds (2-3) referendum vote of the National Society, approved 
by the Executive Board. 


ARTICLE II. Additional By-Laws. 


(59) Sect. 1. Adoption: Any Branch may adopt such additional By-Laws 
for its procedure as are not in conflict with the Constitution and By-Laws. 
Copies of such By-Laws shall be sent to the Executive Secretary. 
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BOSTON BRANCH 
Boston Branch met thursday the 
17th at the Bradford Hotel with Presi- 
dent Mintie in the chair. 


Minutes of the previous meeting 
were read and approved, communica- 
tions read and placed on file, bills read 
and moved they be paid. 

The application of Edward E. Whit- 
ney, 104 Gold Street, Worcester, Mass., 
was approved by the board of managers 
and elected to membership. 

A report was made by the chairman 
of the chemistry class and he stated 
that there were not enough members 
to start the class this year and the 
Branch agreed that it should be put 
off until next fall. 

A report of the banquet can’t be 
made until all returns are in. 

The Chowder Party will take place 
April 22, 1938; this will be on a Friday 
at 6:30 p.m. A small charge of fifty 
cents will be made to cover expenses. 
The following are the committee: 
Chairman, Arthur Mintie; Charlie 
Hardy, Ed. DeLorme, Geo. DeLorme, 
Ed. Burke, Geo. Loeser, Bert Sage, 
and Bob Flaherty. The Branch invites 
all its friends to attend and have a 
great evening; enjoy a fine chowder 
supper and dance away until you can 
dance no more; bring the ladies with 
you and see what they have to say 
about Arthur Mintie’s famous chowder. 
Don’t forget to attend. 


A discussion of the proposed revision 
of the constitution and by-laws of the 
society was taken up and after going 
over some of the new sections and 
passing on them it was voted to in- 


struct the delegates in May as to how 
to vote on the constitution. 
The attendance was small, it being 
a very bad night. The meeting ad- 
journed at 10:00 p.m. 
A. W. GarreTT, Sec. 


SPRINGFIELD BRANCH 

The regular monthly meeting of the 
Springfield Branch, A.E.S., was held 
Monday evening, March 28, 1938, at 
the Hotel Charles, with President 
Barrus in the chair. 

All officers of the 
present. 

All communications were read: and 
placed on file. 

It was voted that the meeting place 
be changed from the Indian Social 
Club to the Hotel Charles, and the 
regular meetings to be held the fourth 
Monday of each month except June, 
July and August. 

It was voted that the Secretary send 
a letter to various members whose 
dues are in arrears. 

A nominating committee was ap- 
pointed to bring in a slate of pros- 
pective officers at the April meeting. 
This committee will consist of Mr. 
Prouty, Mr. Curtis, and Mr. Seidel. 

It was voted that the proceedings of 
the Convention be given gratis to each 
member of the Springfield Branch, and 
recommend other branches to do like- 
wise, if the Convention votes to adopt 
the idea of selling each member a copy 
for $1.00. 

The Secretary was instructed to 
write to the management of L. S. 
Starrett Company of Athol, and the 


Branch were 
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Millers Falls Company of Greenfield, 


complimenting them for having their 
members present at the regular meet- 
ings. Mr. W. J. R. Kennedy, the 
Executive Secretary then took over 
the chair. 

The proposed changes to the Con- 
stitution and By-Laws were then read 
and explained by Mr. Kennedy. 
Further discussion will be held at a 
later meeting to instruct the delegates. 

The meeting was adjourned at 
10:50 p.m. 

HENRY DELARM, Sec. 


HARTFORD BRANCH 


The Hartford Branch of the A.E.S. 
held its regular monthly meeting on 
Monday evening, March 21, 1938, at 
the State Trade School, Hartford, 
Conn. 

The meeting was called to order at 
8:15 p.m. Minutes of the previous 
meeting were read and accepted. All 
communications were read and placed 
on file. No bills were presented. Re- 
ports as to the progress made by the 
committees on the Branch paper, as 
well as on a Branch exhibit, were re- 
ceived. Plans were made at this 
meeting to hold a joint meeting with 
the Hartford Chapter of the American 
Society for Metals. 

Our guest speaker for the evening 
was Mr. F. A. Abbiati, assistant sales 
manager of the Monsanto Chemical 
Co., of Boston, Mass. His subject 
was “The Use of Ferric Salts in the 
Pickling of Copper Alloys,” and was 
well given. His talk created an ex- 
ceedingly large number of questions 
which he answered to every one’s 
satisfaction. In conclusion he was 
given a hearty rising vote of thanks, 
for his very excellent talk. 

The meeting was attended by 36 
members and visitors, and adjourned 
at 10:30 p.m. V. E. Grant, Sec. 
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BUFFALO BRANCH 


The regular monthly meeting of 
Buffalo Branch was held March 21st, 
at Stratford Arms Hotel, with President 
Joseph Ruff in the chair. The minutes 
of the previous meeting were read and 
approved. All communications were 
read and placed on file. 

Mr. Rooney, our speaker of the 
evening, read a very interesting paper 
on “The Fundamentals of Electro- 


plating’”’ which was followed by a long 

discussion. 
The meeting adjourned at 11 p.m. 
Ws. Hart, Sec.-Treas. 


TORONTO BRANCH 


Toronto Branch held its annual 
Euchre and Luncheon at the famous 
Cole’s Restaurant Friday the 18th, 
where 105 platers and their families 
started in to shuffle cards and have a 
good time under the able direction of 
Tom O’Keefe, Charlie Kemish, W. J. 
Graham, and Harry Hands everything 
went fine, highest points having first 
choice of 35 prizes, products of the 
platers and highly prized by the 
winners. Regrets were announced at 
the absence of our worthy chairman, 
John Acheson and Walter Barrows, 
who were reported as being a little 
under the weather. The party broke 
up at the usual late hour, with mem- 
ories of a very pleasant evening. 

The meeting of Toronto Branch on 
the 28th of March was well attended, 
and after the regular roll call and 
routine of business, the members 
settled down to Milwaukee communica- 
tions and studied the suggested new 
Constitution and By-Laws. 

W. H. Johnstone was elected as an 
active member and Tom O’Keefe read 
a report of the Euchre party. 

Walter Barrows gave the members 
an invitation to visit the Canada 
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Cycle and Motor Plant at Weston, 
Ont., which the members accepted 
and it was decided to meet at the 
plant April 9 at 8:30 a.m. 

Chairman John Acheson then called 
on Librarian Kemish for good and 
welfare. 

Three questions were in the box. 

Q. What is a good gold bronze solu- 
tion for jewelry? 

A. A member stated he was using 
solution such as this and gave the 
formula: 

Copper, 2.5; Zinc, 1.5; Free Cyanide, 
1 oz; Anodes, 90.10; pH, 10.8; no 
brightener. 

Q. Is agitation more necessary in 
acid baths than in Cyanide baths? 

A. Agitation is more necessary in 
acid baths. 

Q. Would the addition of Rochelle 
Salts in Copper Solution be detrimental 
for Oxidizing purposes? 

A. No. Rather beneficial. 
Meeting adjourned at 10.30. 
J. S. Catrns, Rec. Sec. 


LOS ANGELES BRANCH 


Los Angeles Branch of the American 
Electro-Platers’ Society held its regular 
meeting March 9, 1938, at the Rosslyn 
Hotel. 

President John L. Merigold called 
the meeting to order. 

Minutes and financial report of the 
previous meeting were read and ac- 
cepted. 

Bills were read and ordered paid. 

Mr. Wm. K. Stokes, the guest 
speaker of the evening, related his 
experiences with hard chrome plating. 
Most of the evening was spent dis- 
cussing plans for the annual educational 
session to be held at the Roosevelt 
Hotel on Saturday March 26, 1938. 

Members decided to hold a special 
meeting to discuss the proposed changes 
of the Constitution and By-Laws of 
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the American Electro-Platers’ Society. 
Meeting adjourned at 11:00 p.m. 
RayMoOnD SOLIVAN, Sec.-Treas, 


GRAND RAPIDS BRANCH 


The Grand Rapids Branch held its 
regular monthly meeting March 10th 
with a fair attendance. Minutes of the 
previous meeting were read and ac- 
cepted. Mr. Vliug, Chairman of the 
Exhibit Committee, reported on the 
progress he had made and suggestions 
were made by various members in 
connection with this which were very 
helpful. Committees were appointed 
to assist in the social gathering to be 
held April 22nd. Tickets are now on 
sale at 75 cents per couple. 

The question of Rochelle Salts in 
Copper Solutions came up and a general 
discussion followed with our president, 
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Mr. Morton, taking the lead. The re- 
sults were as follows. A formula recom- 
mended was: 


Copper Cyanide (CuCN), 2.5 oz/gal; 
Sodium Cyanide, Total (NaCN), 3.5 
oz/gal; Sodium Cyanide, Free (NaCN), 
.8 oz/gal; Sodium Carbonate (Na,COs), 
2.0 oz/gal; Rochelle Salts (KNaC,- 
H,0,.4H,O), 4.0-6.0 oz/gal; Tempera- 
ture, 140°-150° F; pH, the best operat- 
ing pH is not known definitely. 


Too high metal (Copper) concen- 
tration will cause rough deposit unless 
the free cyanide is raised. This, of 
course, increases anode corrosion and 
raises the metal content still higher. It 
is best to keep the Sodium Cyanide to 
Copper Cyanide ratio (NaCN) near 

(CuCN) 

.325 for most purposes. In plating 
copper on die castings, the free cyanide 
is still lower than above, making the 
ratio also lower. It can be said that 
the free cyanide should be adjusted 
according to the type of work being 
plated. 


High carbonate content will cause 
rough deposit unless the free cyanide 
is kept excessively high. Some firms 
hold the rochelle salts concentration 
as high as 10 to 12 oz./gal. 


It is often necessary to use some steel 
anodes in connection with the copper 
anodes if the copper content of the 
solution is going too high. This must, 
of course, be checked by analysis. 
Taking out copper anodes is not always 
a good policy as it increases the anode 


polarization and lowers the cathode 
current density. 


The advantages claimed for the 
Rochelle Salts Copper solution are 
high current densities and heavier 
plates that remain smoother and 
brighter than those from the standard 
copper solution. It is also claimed 
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that the solution produces a lower 
polarization film at the anode that 
dissolves easier than the film ordinarily 
formed. This may be why the solution 
operates successfully at a lower free 
cyanide content. Some even claim the 
carbonate does not build up as fast 
but that is doubtful. 


A request for black nickel solution 
and some information regarding same 
was made but a canvas of the members 
revealed the fact that there was no 
black nickeling done here at present. 
One of our members, Mr. Rickson, 
gave us his experience of black nickel- 
ing which he did some years back with 
the arsenic black and offered to furnish 
us with the formula he used at that 
time. 

From the standpoint of interest 
shown, I would say that the meeting 
was well worth attending and very 
instructive. 

Cuas. S. WHALLEY, Sec. 


ROCHESTER BRANCH 


On Friday night March 11, the 
Rochester Branch held a special meet- 
ing at the Seneca Hotel. This meeting 
was called because of the opportunity 
presented us of hearing Dr. Wm. Blum 
of the Research Dept., U. S. Bureau 
of Standards. The meeting, which was 
very well attended, was opened by 
President Kohlmeier, who immediately 
introduced the guest speaker Dr. Blum, 
and gave the title of his talk as “The 
Testing of Electroplated Coatings.” 
This talk, which was illustrated, was 
very interesting and educational and 
held the undivided attention of his 
audience. After the talk Dr. Blum was 
kept busy answering questions for 
quite some time. He was given a 
rising vote of thanks for a very in- 
structive evening. 


Jupson R. Ester, Sec.-Treas. 
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NEWARK BRANCH 


The regular meeting of the Newark 
Branch A.E.S. was held on Friday 
evening, March 18, 1938, at the Club 
Room of the Hotel Douglas, Newark, 
N. J. 

Due to the absence of our President 
and Vice-President, the meeting was 
called to order at 8:30 by Horace Smith. 
The following officers were present: 
George Wagner, Secretary; Nelson 
Sievering, Treasurer; Paul Oldam, 
Librarian and Samuel Glickenhaus, 
Trustee. 

An application for Mr. Walter Ray 
Lockwood to Associate Membership of 
Newark Branch was voted to take the 
regular course. 

A communication from the Mil- 
waukee Branch was read and it was 
decided that Newark Branch refrain 
from soliciting exhibits and ads for the 
1939 Convention until the Milwaukee 
Convention has passed. 

Mr. Wagner, Chairman of the Ban- 
quet Committee, reported that every- 
thing was shaping up perfectly for 
our Annual Banquet. 

Mr. Paul Oldam, our Librarian, 
once more urged the members to have 
their exhibits ready for the 1938 Con- 
vention at Milwaukee within the next 
six weeks so that proper arrangements 
could be made for exhibit space at 
that Convention. 

Mr. Oldam then presented Dr. A. 
Kenneth Graham of A. Kenneth 
Graham and Associates, Jenkintown, 
Pa., as the guest speaker for the 
evening. Dr. Graham’s subject was 
“Development in Alkaline Plating 
Baths,” and was accompanied by 
slides. This talk was based mostly 
on Rochelle Salts Copper Baths and 
was one of the most interesting talks 
of the season. The contents of this 
talk will be published in the MonTHLY 
REVIEW at some future date. Dr. 
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Graham was given a rising vote of 
thanks by the 56 enthusiastic members 
who attended this meeting which ad- 
journed at 11 p.m. 

GEORGE WAGNER, Sec, 


PROVIDENCE BRANCH 


At the regular meeting of the 
American Electroplaters’ Society, Mr. 
Joseph A. Smith of Baker & Co., Inc., 
and instructor of Electro Plating at 
the Rhode Island School of Design, 
spoke on ‘‘Methods of Preparing 
Electrolytes.” 

He described first the principle in- 
volved if the bath is to be made by 
the electrolytic method, and the re- 
actions taking place at the anode and 
cathode on the passage of current 
when depositing baths are made by 
this method. Although the avoidance 
of the loss of metal and the fact that 
it does not require chemical experience 
on the part of the operator are ad- 
vantageous when baths are made 
electrolytically, this is offset in that 
it is more costly than chemical methods 
if large quantities of solutions are to 
be made. 

He discussed the chemical methods 
of making silver baths and explained 
the reactions taking place and the 
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products formed for baths to be made 
by chemical method. 


In both the electrolytic and chemical 
methods described, the metal content 
of the silver baths were to be main- 
tained at 2 ounces (Troy) per gallon, 
and although it is not advisable to go 
below that value, it by no means 
follows if the proportion of silver in a 
solution is increased from 2 ounces to 
4 ounces per gallonthat there will be 
an increase of 100% in returns. The 
reason for this phenomena can be 
readily understood by a careful con- 
sideration of the generally accepted 
theory of electrolytic dissociation. 


The free cyanide in a silver bath is 
optional, (there being certain limi- 
tations of course) and can be left to 
the experience and the requirements 
of the plater. 

The current density generally em- 
ployed in silver baths that are not 
* agitated is from 2-4 amps. per square 
foot of cathode surface but with 
agitation and brighteners much higher 
current densities can be used. 


He discussed the fact that the 
theoretical yield of any metal (ion) 


could be calculated by multiplying the 


electro-chemical equivalent of the 
metal involved x the time in seconds 
(ampseconds) the object remained in 
the bath x the number of amperes 
flowing through the electrolyte. This 
method gives the weight in grams. 
To convert to Troy ounces the factor 
is .0322. 

Example: To find the weight of 
silver deposited from a bath in which 
225 amperes are flowing for 62 minutes. 

0.001118 g (E.C.E. of silver) x 3720 
(ampere seconds) x 225 (number of 
amperes flowing)=935.765 grams. or 
30.131 ounces troy. 


Joun ANDREws, Sec. 
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DETROIT BRANCH 

Minutes of regular meeting of De- 
troit Branch held in Hotel Statler, 
Friday evening, April ist, at 8 p.m., 
with Mr. A. B. Wilson presiding. There 
were 80 men in attendance. The min- 
utes of the previous meeting were read 
and approved. 

The Board of Managers reported 
favorably on the following applications 
for membership: Francis John New- 
ton, active; George E. Lemke, Asso- 
ciate; Dale Augsburger, Associate; 
Ben Louis Bailes, Associate; A. Lowell 
Scafuri, Active. Mr. Anthony Par- 
tensky was reinstated as an active 
member. There was one application 
for membership, Isidore C. Roy of the 
Chrysler Corporation, Windsor, On- 
tario, as an active member. This ap- 
plication was referred to the Board of 
Managers. 

Letters were read from the follow- 
ing: New York Branch; Mr. A. Good- 
sell, second vice-president; Mr. Her- 
mansen, secretar:’ of Convention Com- 
mittee of Milwaukee regarding the 
Convention and one from Mr. C. 
duComb of the Detroit Branch of the 
American Society for Testing Matetials 
with an invitation to attend their third 
annual spring meeting to be held at the 
Detroit Leland Hotel, Tuesday, April 
19th. 

Dr. H. H. Harkins, director of de- 
velopment of U. S. Rubber Products 
Company, Passaic, New Jersey, was 
then introduced by our president as the 
speaker of the evening. His subject 
was “How Rubber Cuts Corrosion 
Costs”. He gave a very comprehensive 
talk which was illustrated with slides 
on the screen. His talk will be pub- 
lished in the REview. He answered 
quite a number of questions which 
shows that his talk was very interesting. 

Mr. B. F. Lewis then took up the 
Question Box and these questions 
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caused quite a little discussion. These 
questions will be published in the 
REVIEW. 

It was regularly moved and seconded 
and carried unanimously by a vote that 
the Secretary write the Committee of 
Revision of Constitution and By-Laws 
expressing the appreciation of Detroit 
Branch members for the good work 
they have done on this revision and 
compliment them on the compact form 
they have used in presenting this to 
the Branches. 

It was decided that at our next meet- 
ing, May 6th, we have the nomination 
and election of officers and delegates 
to the Convention. There will also be 
a lunch after the meeting. 

The speaker for the next meeting 
will be Dr. Gus Soderburg of the 
Udylite Products Company and his 
subject will be “Bright Nickel De- 
posits”. You should hear this. 

Meeting adjourned at 11 p.m. 

T. C. Ercustarept, Sec.-Treas. 


BINGHAMTON-ELMIRA 
BRANCH 


Su..day, April 3, the members of 
Binghamton-Elmira Branch had dinner 
at the Hotel Cortland, Cortland, N.Y. 
as guests of the Branch. The ladies 
then went to a show and the members 
held a regular business meeting for 
the purpose of reviewing the proposed 
Constitution. 

We might just as well not have held 
a meeting as all the members present 
felt that the foreman plater was still 
able to run the A.E.S. and the delegates 
and officers are instructed to see that it 
continues that way. 

The proposed change which created 
the most discussion was on page 5, 
Article II, Sec. 2. One of our members 
found that his supervisors would be 
eligible as active members. 

The meeting also voted to present 
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each member with a copy of the Con- 
vention Proceedings for the coming 
year providing the cost does not ex- 
ceed $1.50 and that the papers will 
not be published in the Review. 

The following members were elected 
and will take office June ist: President, 
Floyd Merritt; Vice-president, Frank 
Hopkins; Secretary, George Simmons; 
Librarian, Austin Fletcher; delegates 
to the Convention: Austin Fletcher, 
Floyd Merritt, George Simmons; al- 
ternates: Larry Meyer, Frank Hop- 
kins, Wm. Maher. 

AUSTIN FLETCHER, Sec. 


NEW YORK BRANCH 

The New York Branch held two 
regular meetings during the month of 
March at their headquarters in the 
Hotel Pennsylvania. 

The first meeting of Friday, March 
11th, was a joint business and educa- 
tional meeting at which the matter of 
the proposed revision of the Constitu- 
tion was taken up. This was followed 
by a general discussion on several 
plating problems that were presented 
to the Librarian for information and 
advice. 

The second meeting of Friday, March 
25th, was a business meeting followed 
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by a discussion of the Branch Paper to 
be presented at the annual meeting in 
Milwaukee in June. These meetings 
were very well attended and the mem- 
bership showed.a real interest in current 
affairs. There were several members 
of New England Branches present at 
both of these meetings. Communica- 
tions were read from the Milwaukee 
Convention Committee and from Vice- 
president Fletcher relative to exhibits 
for the Convention and from the 
Newark Branch regarding their Annual 
Banquet of April 23rd. Both meetings 
were adjourned at 11:15 p.m. 

F. J. MacSroxer, Sec. 


BOSTON BRANCH 


Boston Branch met Thursday, April 
7th at the Bradford Hotel with Presi- 
dent Mintie in the chair. 

Minutes of the previous meeting 
read and approved, communications 
read and placed on file, bills read and 
moved they be paid. 

Two applications were read for the 
first time and turned over to the Board 
of Managers asfollows: Felix Winsor, 
15 Ferris Street, Cambridge, Mass., 
Associate, and Manson Glover, P. O. 
Box 46, Stoughton, Mass., Associate. 

The committee to draw up a paper 
for the next Convention will be as 
follows: Bert Sage, Arthur Miuintie, 
Charles Hardy, Harry Lack, and Ed. 
DeLorme. They will meet next month. 

Plans for the Chowder Party are 
complete and Arthur Mintie says he 
will make the best chowder ever and 
all that goes with it. Dancing will 
take place after supper so bring along 
the ladies and dance until you can’t 
dance any more. 

After the regular order of business 
the chair was turned over to the 
Librarian, Bert Sage, who had as the 
speaker Mr. Manson Glover. His 
subject was ‘Increased Efficiency in 
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the Plating Room by the Use of Rubber 
Coated Racks’’. His talk was one of 
interest to all those present showing 
different samples of rubber both hard 
and soft, explaining what kind of 
rubber should be used on tanks and 
racks. He answered all questions for 
the members and he had plenty to 
answer. This talk will be in the Re- 
view soon. Mr. Glover was given a 
rising vote of thanks for his fine talk. 
The meeting adjourned at 10:30 p.m. 
A. W. GARRETT, Sec. 


ST. LOUIS BRANCH 


The regular meeting of the St. 
Louis Branch A.E.S, was held March 
4, 1938, at the Central Y. M. C. A. 
Dinner was served at 6:15 p.m. to 14 
members. ; 

In the absence of both the president 
and the vice-president, Mr. Richards 
acted as Chairman for the evening. 

There were no minutes to be read, 
due to the secretary being absent at the 
previous meeting. 

Roll call of officers showed four 
absent. . 

Letter was read from Milwaukee 
Branch asking for exhibit for Conven- 
tion. John Vogt reported he expected 
Al Barth to send an exhibit. 
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Our Booster Committee made a 
few remarks about the Convention, 
and urged all that could possibly at- 
tend, to do so. 

Mr. Richards then told us of some 
of the poems he wrote, one when with 
the Koken Co., about what went into 
paint to paint the Striped-Pole. 

Mr. Musick reported he would get 
in touch with Mr. B. Daw about our 
get-together party which would be 
held some time in October. 

A short discussion followed, after 
which the meeting adjourned, to meet 
at the Central Y.M.C.A., April 1, 
1938. 


The regular meeting of the St. Louis 
Branch A.E.S. was held Friday, April 
1, 1938, at the Central Y.M.C.A. After 
partaking of a chicken pot pie dinner 
with all its trimmings, meeting was 
called to order by vice-president Al. 
Barth. 

Roll call of officers showed two 
absent. 

Minutes of previous meeting read 
and approved. 
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Letter read from member of Boston 
Branch complimenting Mr. Burton 
Daw on the paper he read at the 
the meeting to them. St. Louis 
Branch is very proud to have Mr. 
Daw as a member. : 

A letter was also read from A. 
Fletcher asking for report on exhibit 
for Milwaukee Branch Convention, 
then was turned over to the Chairman 
J. Vogt. 

A Letter was read from Mr. Her- 
mansen of Milwaukee Branch extend- 
ing an invitation to all members of the 
St. Louis Branch A.E.S., and St. 
Louis Branch thanks him and will 
respond with a large crowd, as our 
Booster Committee is working on the 
members now. 

The meeting was then turned over 
to Mr. Burton Daw, who acted as 
librarian for the evening. The subject 
discussed was “Bright Nickel’’ and the 
important part that rinsing plays in 
turning out first class work. 

Mr. Daw gave a resumé of the talk 
he gave the Boston Branch. 

As there was no further business, the 
meeting adjourned at 10:00 p.m. to go 
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downstairs to see who was the Cham- 

pion Pool Player. 
Meeting next month at the Central 
Y.M.C.A. All are urged to be present. 
Cuas. T. McGmtey, Sec. 


PHILADELPHIA BRANCH 


The Philadelphia Branch meeting 
was held with President J. E. Under- 
wood presiding. Minutes of previous 
meeting were read and approved. 
Applications for membership were read 
of Mr. Clean M. Elslager, active, and 
Mr. J.W. McCoombe, associate. Moved 
and seconded that the applications be 
referred to the Board of Managers. 
Carried. Communication from Newark 
Branch regarding the Annual Educa- 
tional Session and Dinner read. It 
was moved and seconded that all 
members of Philadelphia Branch try 
to attend the same. Carried. Com- 
munication from Milwaukee Branch 
Convention was read and it was moved 
and seconded same be received and 
requests be complied with. Carried. 
A communication from Supreme Vice- 
President Austin Fletcher was read. 
Moved and seconded same be received 
and the following members be added 
to the Exhibits Committee: H. S. 
Henning, G. Gehling, A. C. Pearson, 
W. A. Reynolds; Secretary to notify 
Mr. Fletcher of the same. Following 
a discussion of the proposed new Con- 
stitution and By-Laws, it was voted 
that it be laid over until next meeting. 
Carried. Librarian Zurback then in- 
troduced Mr. Nat. Verrelle, who gave 
some very interesting information re- 
garding the properties of metals in 
die casting as done in their shop. After 
a brief discussion, Mr. F. Fulforth 
gave a talk which brought forth a 
very interesting discussion. Moved and 
seconded that a rising vote of thanks 
be given for the able manner in which 
both speakers presented their papers. 
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Moved and seconded the Branch hold 
its meetings till further notice on the 
fourth Friday of each month and the 
secretary take note thereof. Carried. 

There being no further business, the 
meeting adjourned until Friday, April 
22, 1938. 

Notice to all the members of 
Philadelphia Branch: The Branch 
will hold its regular meetings on 
the fourth Friday of each month 
at Harrison Lab., U. P., 34th and 
Spruce Streets. 

R. E. JAcKson, Jr. 
Secy.-Treas. 


MONTREAL BRANCH 


The regular monthly meeting of the 
Montreal Branch was held at the New 
Carlton Hotel, on Thursday, March 
24th. In the absence of President 
Lariviere, our vice-president, Mr. R. E. 
Gordon took the chair. 

Application for membership was re- 
ceived from Mr. Alfred H. Weston, 
Phillips Electrical Works, Ltd. 33, St. 
Andrews St., Brockville, Ont., and 
was handed to the Board of Managers. 

Copies of the Proposed Constitution 
and By-Laws were handed to all 
present. Mr. John H. Feeley, past 
supreme president, then took charge 
of the meeting and read and discussed 
the proposed changes. He suggested 
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that the following change be made: 
Preamble, paragraph 2, line 1, the 
words ‘National Society’”’ be changed 
to ‘International Society” as this 
would seem to be a better description 
of the status of our society which now 
has members in England, Canada, 
Australia, China. The reading of the 
proposed Constitution took consider- 
able time and in consequence a paper 
on Bright Nickel Plating had to be 
postponed to a later date. 

Joun T. Cronin, Sec. 


BRIDGEPORT BRANCH 


The regular monthly meeting of the 
Bridgeport Branch was held on April 
1 in the Chamber of Commerce Rooms 
of the Stratfield Hotel. In theabsence 
of Joe Sterling, Walter Meyer, Li- 
brarian, called the meeting to order. 


The roll call of officers was read. 
The minutes of the last meeting were 
read and accepted. Reports of the 
Sick and the Standing Committees, 
none. Ray O’Connor, Chairman of 
the Banquet Committee, reported 
progress, 

A communication from Austin 
Fletcher concerning exhibits for the 
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Convention was read and placed on 
file. A communication from A. J. 
Hermansen was read and placed on 
file. 

Mr. Meyers and the members dis- 
cussed the various finishes that will 
be exhibited at the Convention show- 
ing the types of work done by members 
of the Branch. Suggestions in regard 
to this were made by Ray O’Connor, 
Ed. Charleson and Walter Meyer. 

The By-Laws that are to be brought 
up at the Convention will be thoroughly 
discussed at the Annual Meeting of the 
Branch in May. 

The application of Ernest Wilson 
was made, and he was accepted as a 
member of the Branch. 

All bills against the Branch were 
ordered paid. 

Good of Order: Walter Meyer then 
turned the meeting over to Ray 
O’Connor who conducted a Question 
Box. Steve Sabo had samples of 
antimony lead, brass plated that had 
been spotted out. Considerable time 
was devoted to this subject, and some 
very good remedies were suggested by 
the members. Walter Meyer, Ed 
Charleson, Geo. Karl, John English, 
William Stratton, and Eugene Phillips 
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were among those who debated this 
subject. 

Mr. Meyer and members answered 
the question of Mr. McElroy concern- 
ing the process of removing solder from 
Bakelite. 

Mr. Wagstaff and Mr. Pebiseh 
asked questions on dowel metal and 
chrome plating direct on zinc. These 
questions were answered by members 
and also by Mr. Meyer who is very 
well acquainted with the latter problem. 

Questions similar to these will be 
asked at future meetings, and the 
answers given by members experienced 
on the subjects. 

The treasurer’s report was read and 
accepted. 

Motion made to adjourn. 


WitiaM H. FLanerty, Sec. 


DAYTON BRANCH 


The members of the Dayton Branch 
met at the Engineers Club on Friday, 
April 1st. 

A letter from Mr. Austin Fletcher 
concerning the care and handling of 
the Branch Exhibit was read and com- 
mented on by Mr. Conley. 

Dr. Berner announced that the next 
meeting would be held on Friday, 
April 29th. The speaker to be Mr. 
Soderberg of the Udylite Company. 

Mr. Conley told of the untimely 
death of Mr. William T. Hearne of 
Columbus. Mr. Hearne, one of our 
newest members was also one of the 
most enthusiastic and his sudden 
death came as a blow to the members 
of the Dayton Branch. 

At this time Dr. Berner introduced 
Dr. Purdy of the Lowe Brothers 
Company, who spoke on “Paints and 
Lacquers”’. 

Dr. Purdy covered thoroughly the 
different classes of paints and lacquers 
giving the ingredients used in each, 


Branch News 


and the properties each gave to the 
finished product. 

Samples of these materials were on 
display and much interest was shown 
in some of the finishes on the panels 
Dr. Purdy passed among his listeners. 

At the close of his talk Dr. Purdy 
was given a vote of thanks. 

After a short adjournment the meet- 
ing was again called to order. At this 
time Mr. Conley requested Mr. Fraine, 
member of the constitution committee, 
to lead the discussion of the proposed 
changes in the constitution. 

Mr. Fraine explained the proposed 
changes and additions to the constitu- 
tion and by-laws from the committee 
standpoint. After discussion, the 
branch voted unanimously to instruct 
our delegates to vote in favor of 
the proposed changes substantially, as 
presented. 

At this time the meeting was ad- 
journed until Friday, April 29, 1938. 


The regular March meeting of the 
Dayton Branch was held at the En- 
gineers Club on Friday, March 11th, 
instead of the regular time, March 4th. 

The convention paper was discussed 
and questionaires were passed out to 
the members to be filled in with the 
necessary information to be used in 
compiling this paper. 

Plans for the Dayton Branch exhibit 
were discussed. 

The proposed changes in the con- 
stitution and by-laws were commented 
on and a copy of the old and proposed 
new constitution were given to each 
member in order to make it possible 
for each one to familiarize himself 
with these changes. 

This matter will be discussed in de- 
tail and voted upon at the April meet- 
ing. 
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One application for membership was 
read and voted to take the regular 
course. 

Mr. Conley then introduced the 
speaker of the evening, Mr. C. A. 
Kotterman of the P. R. Mallory Co., 
Inc., Indianapolis, Indiana. 

Mr. Kotterman gave an excellent 
talk on “Rectifiers as Applied to 
Electro-plating”’. 

A rectifier was described as a device 
for converting A.C. current into uni- 
directional current by mechanical, 
chemical or electrical means. Me- 
chanical rectifiers such as motor genera- 
tors, rotary converters, rotary com- 
mutators, vibrators, mercury jets, etc. 
were shown to depend upon physical 
connection and the opening of an 
A.C. current at the correct times. 

In the chemical group the electro- 
lytic rectifier, depending upon a film 
formed on a metal electrode immersed 
in an electrolyte having another 
electrode contacting the electrolyte, 
was described. 

Electrical rectifiers were classified as 
thermionic or contact devices. A con- 
tact rectifier of the dry disc or plate 
type was shown to be composed of a 
conductor and a semi-conductor in more 
intimate contact than mere physical 
juxtaposition and pressure could give. 

The manufacture and operation of 
the copper-copper oxide, iron-selenium 
and magnesium-copper sulfide rectifiers 
were described. It was pointed out 
how a contact rectifier performs as a 
valve or gate opening the A.C. current 
sixty times per second when the cycle 
is of one polarity, and closing the 
circuit when of the opposite sign, thus 
producing uni-directional current flow 
through the rectifier. 

Practical considerations of contact 
rectifiers were then discussed with an 
explanation of how much A.C. voltage 
could be rectified by one rectifying 
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junction. Current and voltage ratios 
between D.C. current and voltage out- 
puts and the A.C. current and voltage 
inputs were described. 

Design features of heavy current 
contact rectifiers were taken up with 
particular emphasis on suitable A.C. 
input circuit systems, current handling 
capacity of contact rectifiers as a func- 
tion of life and operating temperatures 
and cooling methods. It was empha- 
sized that all contact rectifiers are re- 
sistance devices generating heat when 
rectifying, and how proper cooling or 
ventilation of power rectifiers is an 
important design feature. Wind tunnel 
tests to determine proper ventilating 
systems were discussed together with 
cooling methods employed. 

A description was given of a plating 
power supply delivering 1200 amperes 
at 12-14 volts D.C. full-wave, or 2400 
amperes at 6-8 volts half-wave, now 
on test. Performance data of this 
electroplater was cited. 

The talk was illustrated by lantern 
slides and concluded with a demon- 
stration of a heavy current rectifier 
for plating or other power supply. 

At the close of the meeting Mr. 
Kotterman was given a rising vote of 
thanks for his excellent talk, and then 
the meeting was adjourned until 
Friday, April ist. 

There were seventy members and 
friends present. 

Coriiss W. PowELL, Sec. 


MILWAUKEE BRANCH 

The local Branch held its regular 
monthly meeting at. the Republican 
Hotel, a new meeting place, and also 
on the first Thursday of the month. 
All meetings in the future will be held 
at this Hotel, and also on the first 
Thursday. 

President Ray Goodsell presided at 
the meeting and all officers were present 
also forty guests and members. Min- 
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utes of the last meeting read and ap- 
proved, all bills allowed. Officers for 
next year were nominated and will be 
elected next month. More about the 
‘new men at that time. 

Mr. Alfred H. Handrich, of the 
Wisconsin Industrial Commission, was 
the speaker of the evening. He gave us 
a complete resumé of the State and 
Federal labor laws, their relations to 
Labor and Employer. Many questions 
were asked in regard to labor con- 
troversies. The Milwaukee Branch 
has felt that with all the unrest with 
labor during the past year or two it 
would be timely to have someone talk 
on this much discussed subject. While 
the A.E.S. is purely an educational 
society for the advancement of the art 
of plating, there are very few, if any, 
men in the society who do not handle 
men, and perhaps most of the time is 
spent with employees, and cordial re- 
lations between labor and management 
are very necessary to make a success 
in business today. 

Part of the evening was spent in 
going over the revision of the Con- 
stitution and By-Laws. A committee 
was appointed at the last meeting to 
go into this matter thoroughly, and 
this committee made a report at this 
meeting and will complete their report 
at the next monthly session. 

This month is the lull before the 
real work starts for the National Con- 
vention, all the preparations have been 
well grounded, each man has his work, 
and all report that everything is in 
readiness. 

A. J. HERMANSEN, Sec. 


CHICAGO BRANCH 


The regular monthly meeting of 
Chicago Branch was held April 9 
1938 at the Atlantic Hotel. 

President E. Stepka presided and 
all other officers were present. 
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Mr. L. E. Weeg was elected to 
associate membership. 

Mr. H. A. Gilbertson reported that 
one of our oldest members, Mr. Tom 
Kennedy, had died. Tom was very 
well known by Chicago Branch mem- 
bers and both Chicago Branch members 
and officers extend to Mr. Kennedy's 
family their deepest sympathy. 

A letter from Mr. A. Fletcher re- 
garding exhibits read and ordered 
placed on file, also a letter from Mr. 
Hermansen extending an invitation to 
the A.E.S. members to attend the 
coming convention in Milwaukee read 
and placed on file. 

The librarian found the following 
questions in the question box: 


1. Js it possible to plate .0005” 
copper in a rochelle copper bath and 
get a smooth deposit? If so what are the 
details? 

Ans. Yes. Using 23 oz metal, 3 
oz free cy. pH 11.5 to 12, Temp. 120 
to 150. 

2. What will cause pitting in a 
nickel solution after more peroxide than 
should be needed has been added 1 pint 
to 100 gal. metal 5.75 chloride 5 oz. boric 
acid 4 oz, pH 5.6, Temp. 100? 

Ans. After some discussion it was 
thought that in this case the cause was 
impurities in the solution. 

3. Which chloride in a nickel solu- 
tion gives the most ductile plate, Nickel 
chloride or Sodium chloride? How do 
you test for ductility? 


Ans. It was not thought that the 
chloride used would have an effect on 
the ductility of the deposit, however 
sometimes too much sodium chloride 
is used because it is cheap. There are 
several ways to test the ductility, such 
as bending, hammering, etc. One men- 
ber stated that he presses a small steel 
ball into the plate in making test. 

4. What causes white nickel parts 
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to discolor staining from yellow to 
brown tn the course of 2 days? 


Ans. This could be caused by: 
iron in the deposit, dirty water, or not 
enough nickel on the parts. 


5. What is the thickness of nickel 
and chrome on bumper guards? How 
many hours should they stand in a 
salt spray test? 


Ans. A good non-porous nickel of 
one, 1000 after buffing, chrome 2 to 3 
100-1000. This should stand 100 hour 
salt spray test. 


6. Which is the best acid dip to 
use before chrome plating? 


Ans. Either a 10% muriatic, or 
sulphuric acid dip can be used for the 
purpose. 

J. W. Hanton, Sec. 


NEWARK BRANCH 


The regular meeting of the Newark 
Branch A.E.S. was held on Friday 
evening, April 1, 1938, at the Club 
Room of the Hotel Douglas, Newark, 
N. J. Due to the absence of our 
president, Mr. William Harrison was 
appointed to the chair and called the 
meeting to order at 8:30-p.m. The 
following officers were present: Wm. 
Hodecker, Sr., Vice-president; George 
Wagner, Secretary; Nelson Sievering, 
Treasurer; Paul Oldam, Librarian; 
Roy Stout, Sargeant-at-arms; Samuel 
Taylor, Samuel Flickenhaus, and 
Thomas Haddow, Trustees. 


The minutes of the previous meeting 
were read and approved. 


The following communications were 
read and discussed: Two letters from 
Mr. Franklyn J. MacStoker of New 
York Branch, two letters from Mr. 
Austin Fletcher of Binghamton-Elmira 
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Branch, a letter from Mr. R. M. 
Goodsell of Milwaukee Branch, two 
letters from Mr. A. J. Hermansen of 
Milwaukee Branch and a letter from 
Mr. Lionel Cinamon. 


Applications for Mr. Vincent Pel- 
lagrino to active membership was 
voted to take the regular course. Mr. 
William T. Maguire was then elected 
to associate membership. 


Under new business the question of 
the proposed changes to the consti- 
tution were brought up and discussed 
and it was finally approved that the 
whole matter be left in the hands of 
the Delegates to use their best judge- 
ment in voting at the Milwaukee Con- 
vention. 


Our speaker for the evening was our 
own librarian, Mr. Paul Oldam. His 
talk was on Gold Solutions and the ex- 
periments which he has conducted 
over a period of six months. The be- 
havior of two different gold solutions 
made up identically same with just 
one difference, the first one made with 
Sodium Cyanide, the second one with 
Potassium Cyanide, showed a vast 
difference in the building up of car- 
bonates. More than double the 
amount of carbonates had built up 
in the solution containing the Sodium 
Cyanide. Consequently Free Cyanide 
had to be increased periodically to 
match the Carbonate Contents. Mr. 
Oldam showed us that in the long run 
a solution made up with Potassium 
Cyanide would prove more economical. 
He also informed us that he would 
continue with his experiments and at 
some future date would have a paper 
ready for publication. Mr. Oldam was 
given a hearty round of applause by 
the 46 members present. Meeting ad- 
journed at 11:00 p.m. 


GEORGE WAGNER, Sec. 
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The Abstract Section 


R. M. GooDsELL, Chairman, Program and Educational Commutice 


The Preparation of Preplated Nickel Sheet Previous to Chrome 
Plating—The problem of forming and cleaning previous to chrome plating. 
of preplated nickel sheet was discussed at the regular meeting of the Mil- 
waukee Branch of the A.E.S., March 10, 1938. 

The first problem is the one of blanking and forming without marring the 
surface. At first nothing was used to pe 9 the highly polished surface 
and they required individual handling of each piece. The parts also had to 
be packed between layers of paper, and were badly scratched in forming 
Then adhesive paper covered nickel plated sheet was purchased, but the oil 
used in forming attached the gum and made it hard to remove. A flexible 
lacquer was next used to protect the surface during fabrication. This material 
“ty wees the parts from being marred, and they could be run right into a 

x from the press without individual handling and packing between paper, 
Kerosene was used as a lubricant, because it was easier to remove prior to 
chrome plating. The lacquer was then removed by soaking in a lacquer 
thinner. This being done so as not to contaminate the cleaner previous 
to chrome plating. The parts were then racked, and run through a mild 
cleaner containing about 5 ozs. per gallon. The purpose of this cleaner 
is to remove all grease and oxide, also to activate the nickel which is accom- 
plished by the heavy evolution of hydrogen gas at the cathode. 

The work is made the cathode using 12 volts, then rinsed in hot water, 
then through a 30% sulphuric acid rinse by weight. This acid rinse takes 
off a film deposited by the cleaner. What this film is, I would not be in 
‘omy to say. The parts are then chrome plated, dried, and require no 

uffing. 

This same process was used on a sheet that was damaged in assembly. 
The scratches were polished out, and nickel was activated in the same way 
and renickel plated. The plate was then bent at a right angle, and no 
peeling was observed. HENRY BORNITZKE 

The Polishing Technique for Stainless Steel. By C. C. SNYDER 
and L. M. KOHL. Metal Industry, Vol. 36, No. 3, pp. 110 to 113, March, 
1938—The authors bring out the old and new methods in the technique of 
polishing stainless steel. In the manufacture of auto trim parts for (14 to 
18% Chromium) cold rolled strip. A sulphur base lubricant is used in the 
rolling mill. After cutting the articles are then buffed on a loose muslin or 
pocket type wheel, using a compound of unfused aluminum oxide. The 
color buff operation is applied on a similar wheel as above but using a chrome 
rouge as the polishing medium. Other outlined information regarding the 
setting up of wheels, glue, (animal hide glue is essential) and the mixtures of 
glue and grit grain, breaking in wheels, greasing, buffing wheels, special 
cements and wheels are given with added precautions not to use (a) wheels, 
buffs or belts contaminated with other metals from previous use, (b) turkish 
emery as final finishing operation, (c) bone glue, fish glue and cold glue 
preparations are relatively inefficient. PAUL A. OLDAM. 

Rhodium Plating and Its Application. By K. SCHUMPLET. 
Metal Cleaning and Finishing, March, 1938, page 197—The author reviews 
early attempts at rhodium plating with the sulphate, chloride, or double 
sodium rhodium chloride. Explains development of new types of baths, one 
containing a complex rhodium sulphate and sulphuric acid, the other a com- 


plex rhodium phosphate and phosphoric acid. The baths operate at a pH 
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of 0.5 to 1.5, temperature of 110-120 degrees Farenheit, and current density 
of 20-80 amps per sq. ft. Excellent throwing power is claimed. Rhodium 
finds a wide application in the jewelry trade. Articles are first given an under 
coat of nickel, then rhodium plated to a thickness of .000001 to .000007 inches 
depending upon the cost of the article. 

Direction for Electroplating of Aluminum. By R. E. BLUE and 
F. C. MATHERS. Metal Cleaning and Finishing, February 1938, pp. 114- 
116—The author reviews the only two organic complexes formerly recom- 
mended for deposition of aluminum. Describes preparation of recently 
developed electrolute containing: 

Aluminum 33 gms. 33 gms. 

Aluminum Bromide 165 gms. 165 gms. 

Aluminum chloride 165 gms. 165 gms. 

Ethyl Bromide 472 gms. 330 cc. 

Benzene 600 gms. 670 cc. 

Xylene 290 gms. 330 cc. 
Advises possible current densities of 15 amps./ft.* with solution temperature 
fo 20-25°C. Importance of anhydrous reagents and freedom from moisture 
stressed. Solution contains almost colorless upper layer used to protect 
electrolyte from atmospheric moisture. Aluminum or Aluminum alloy 
anodes used with anode efficiency generally exceeding 100%. Obtainable 
deposits on copper, nickel, steel, and cast iron are bright and adherent. 

D. S. HARTSHORN, Jr. 

The Spot Test as an Aid in the Rapid Evaluation of Cleaners. By 
J. M. COSGROVE, Metal Cleaning and Finishing, March 1938, page 186— 
Describes original method of evaluating detergent ability of alkaline cleaning 
compounds. Comparative tests are simultaneously conducted in two beakers, 
one containing solution of cleaner on test, the other one of maximum accepted 
cleaning value. A drop of burned transformer oil is placed on each of two 
smallsteel panels. After the cleaning solutions have been brought to the boiling 
point the panels are immersed and the cleaning interval timed with a stop watch. 
This test is used by the author to assist the purchasing department in selecting 
cleaners of maximum emulsifying value. D. S. HARTSHORN, Jr. 

Barrel Finishing of Metal Products. By H. LEROY BEAVER. 
Products Finishing, March 1938, pp. 36-42, Article No. 14—Factors in oper- 
ating technique of oblique tilting type barrel. This type, in efficiency, is 
between high and narrow type, and long and narrow type. In flexibility, the 
tilting type can be operated under a wide variety of conditions. Barrels 
should have flat panelled sides. Best operation should not produce tumbling 
or violent movement, but rather a flowing of the mass. Research gives best 
results when mass is carried only from 2/3 to 3/4 of distance up side of barrel 
toward top. Flowing mass is roughly kidney shaped from top to bottom. 
Rule for angle tilting in barrel states that load should come to within four or 
five inches of mouth of barrel, and about one inch of bottom of barrel can be 
seen. Speed is important, but only in relation to angle of tilt, as this varies 
effect of speed. Welded sheet iron barrel preferred to cast iron as weight 
is only 1/4 cutting power necessary to operate. Barrels may also be lined 
with maple wood or soft rubber. PHIL J. RITZENTHALER 
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HARRISON & COMPANY 
HAVERHILL, MASS. 
“A PRODUCT FOR EVERY FINISH" 
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Membership Report 


To April 1, 1938 


ELECTIONS 


W. H. Johnson, 328 Donlands Ave., Toronto, Ont., Canada 
Active, Toronto Branch 
Edward Earle Whitney, 104 Gold St., Matthews Mfg. Co., Worcester, Mass. 
Active, Boston Branch 
A. Lowell Scafuri, 15493 Mendota, Detroit, Mich. Active, Detroit Branch 
George E. Lemke, 5200 West Chicago, Apt. 410, Detroit, Mich. 
Associate, Detroit Branch 
Dale Augsburger, 4-117 General Motors Bldg., Detroit, Mich. 
Associate, Detroit Branch 
Ben L. Bailes, 3836 Richton, Detroit, Mich. Associate, Detroit Branch 
Ernest D. Wilson, 10 No. Blecker St., Mt. Vernon, N. Y. 
Associate, Bridgeport Branch 
Francis J. Newton, 2994 Gladstone, Detroit, Mich. 
Active, Detroit Branch 
Chas. McCarthy, c/o Remington Rand, Inc., 114 Gifford St., Syracuse, N. Y. 
Associate, Binghamton-Elmira Branch 
Thomas A. Willis, 1443 Galt Ave., Cote, St. Paul, Montreal, Canada 


Active, Montreal Branch 
Leonard E. Weeg, 2722 W. Seventh St., Peru, IIl. 


Associate, Chicago Branch 
Wm. T. McGuire, Western Electric Co., 100 Central Ave., Kearney, N. J. 
Associate, Newark Branch 


APPLICATIONS 


Walter R. Lockwood, Matawan, N. J. Associate, Newark Branch 
Harold Wood, 225 Rodney St., Buffalo, N. Y. Buffalo Branch 
D. Ward Hill, 163 Shepard Ave., Kenmore, N. Y. Buffalo Branch 
Frank Nowakowski, 131 Casimer St., Buffalo, N. Y. Buffalo Branch 
Robert L. McKeown, 195 Christiana St., N. Tonawanda, N. Y. 

Buffalo Branch 
Robert R. Bair, 614 Chilton Ave., Niagara Falls, N. Y. Buffalo Branch 
Louis L. Valone, 217 Spring St., Jamestown, N. Y. Buffalo Branch 
Arthur P. Pfeil, 85 Leroy Ave., Buffalo, N. Y. Buffalo Branch 




















PLATING 
EQUIPMENT 


That Can “Take It” 


noch 


» | t MEAKER FULL AUTOMATICS 
Plating and 

inch Processing 

- Machines of 

LY. All Types 


anch 


anch 


%& MEAKER SEMI-AUTOMATIC 
x MEAKER-Electric Products Generators =| 


Backed by over thirty-seven years’ 
engineering experience in solving 
electro-plating problems for the 
industry. 


anch 


anch 


-anch 
ranch 
ranch 
ranch 


ranch 


HE MEAKER COMPANY 


1629-41 S. 55th Ave. (Cicero Station) Chicago, Illinois 


ranch 
ranch 
ranch 
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C. M. Elslager, Mountville, Lancaster Co., Penn. 
Active, Philadelphia Branch 
J. W. McCoombe, 2423 Frankford Ave., Philadelphia, Penn. 
Associate, Philadelphia Branch 
Isadore C. Roy, Chrysler Corp., Windsor, Ontario Active, Detroit Branch 
Felix Winsor, 15 Ferris St., Cambridge, Mass. Associate, Boston Branch 
Manson Glover, P. O. Box 46, Stoughton, Mass. Associate, Boston Branch 
Alfred H. Weston, Phillips Electrical Works, Ltd., 33 St. Andrews St., 
Brockville, Ont. Montreal Branch 


Vincent Pellagrino, 29 W. 35th St., New York City Active, Newark Branch 


DEATHS 


George H. Harris, Elmira, N. Y. Binghamton-Elmira Branch 
T. Kennedy, 268 N. Hamlin Ave., Chicago, Ill. Chicago Branch 


SUSPENSIONS 


S. J. Pearce, Box 586, Port Hope, Ontario, Canada Toronto Branch 
S. Gerloski, 4201 S. Mozart Ave., Chicago, IIl. Chicago Branch 


P. Goring, c/o Barrell & Clerkenwall Co., 155 Roseberry Ave., 
London, England Chicago Branch 


C. T. Young, c/o Bronson Reel Co., Bronson, Mich. Chicago Branch 





sorsserem 





Boston Branch will hold its Annual Chowder Party 
Friday, April 22, 1938 at the Squantum Yacht Club, 
Wollaston Beach, Quincy, Mass. Tickets 50 cents. 
All Welcome - Bring the Ladies - Dancing after Supper 


Directions as to how to get to the club. By Auto — drive to 
Neponset Bridge, Dorchester and follow the Boulevard on 
your left to Wollaston beach. The club is on the left. 


By Street Car — Take Quincy car at Fields Corner, Dor- 
chester and get off at Billings Road. Walk down Billings 
Road until you come to Channing Street. The Club is at the 
foot of the Street. By Train— Take train at South Sta- 
tion, Boston, for Norfolk Downs, Quincy. Get off and walk 
down Billings Road to Channing Street and the club is at 
the foot of this Street. 











ARSHAW ANODES AND SALTS 
OR QUALITY PLATING 


ANTIMONY PLATING 


nodes : 
ntimony Sulphide 


al Soda 
CADMIUM PLATING 
odes, Electrolytic 
4imium Carbonate 
admium Chloride 
admium Hydrate 
admium Oxide 
austic Soda 
pdium Cyanide 96/98% 
CHROMIUM PLATING 
nodes, Antimonial Lead 
erium Carbonate 
erium Oxide 
hromic Acid (Krome Flake) 
99.75% 
hromium Carbonate 
hromium Chloride 
Fluoride 
Hydrate 
Sulphate 
ydrofluoric Acid 
ydrofluosilicic Acid 
on Chromate 
bdium Fluoride 
COPPER BRASS AND 
BRONZE PLATING 
odes 
lum, Powdered 
monium Muriate 
Carbonate 
Chloride 
Cyanide 
Sulphate 
Bicarbonate 
Bisulphite 
Cyanide 96/98% 
Hyposulphite 
nc Cyanide 
LEAD PLATING 


NICKEL PLATING 
Anodes: 

99%, Cast Depolarized 
99%, Rolled Depolarized 
09% ‘Cast (carbon) Electronized 

95/97%, Cast 

90/92%, Cast 
Boric Acid 
Cadmium Chloride 
Cobalt Chloride 
Nickel Carbonate 
Nickel Chloride 
Nickel Fluoride 
Nickel Ammonium Sulphate 
Nickel Sulphate 


SILVER AND GOLD PLATING 
Anodes 

Gold Chloride 

Gold Cyanide 

Silver Cyanide 

Silver Chloride 

Silver Nitrate 

Sodium Cyanide 

Sodium Gold Cyanide 


TIN PLATING 
Anodes 


Caustic Soda 

Sodium Phosphate 
Sodium Stannate 
Stannous Sulphate 
Sulphuric Acid 

Tartaric Acid 

Tin Chloride 

Tin Bath Addition Agent 


ZINC PLATING 
Anodes 
Caustic Soda 
Epsom Salts 
Rosin 
Sodium Cyanide 96/98% 
Sodium Fluoride 
Sodium Sulphate 
Zinc Carbonate 
Zinc Chloride 
Zinc Cyanide 
Zinc Oxide 
Zinc Sulphate 


HE HARSHAW CHEMICAL CO. 


Manufacturers, Importers, Merchants 
Offices, and Laboratories: Cleveland, Ohio 
Quality products since 1892 
w York, Philadelphia, Chicago, Detroit, Pittsburgh, Cincinnati, 


, East Liverpool, Los Angeles, San Francisco 
Works at Cleveland and Elyria, Ohio and Philadelphia, Pa. 
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Research Department 


An Article Written for this Page by Carl E. Heussner, Engineering 
Laboratories, Chrysler Corporation, Detroit. 


Three years ago the Research Committee of the American Electroplaters’ 
Society through their research associate and the National Bureau of Standards 
at Washington, D. C. had accumulated enough test data to formulate standards 
for plating specifications. These specifications covered the plating of cadmium, 
zinc, nickel, and chromium on steel. The specifications were issued jointly 
or the > Electroplaters’ Society and the American Society for Testing 

aterials. 


The standards were soon spread to many industries that were interested in 
electroplating either by suppliers of electroplating materials or by the general 
interest of other manufacturing concerns. It was a new thing in general to 
have specifications of this type, and it took some time for industry to ap- 
preciate the quality of the specifications. 


The next year or so was spent by manufacturing concerns and testing lab- 
oratories in devising satisfactory plant controls and plant procedure in order 
to obtain material that would conform to specifications as stringent as the 
ones set up by the American Electroplaters’ Society. However, after a great 
deal of work, many plants, plating concerns, and platers are now very familiar 
with the technique necessary to meet such requirements. 


This has led to the production of a quality of electroplating far superior 
to finishes that had been produced in the electroplating field previously. It 
has done more than that for the electroplating industry. It has established 
electrodeposits again on a comparative basis of quality with other corrosion 
resisting materials. It has made electrodeposits competitive with other 
decorative corrosion resisting materials and finishes such as the stainless steels 
and organic finishes. It might be thought that enthusiasm for standardiza- 
tion would diminish after a year or two, but on the contrary it has constantly 
increased. The plater, the factory manager, and the plant owner at the 
start were usually compelled to refer to the American Electroplaters’ Society 
plating specifications. Now in most cases they know without any reference 
the quality and plate thickness required and the corrosion resistance expected 
of specific electroplated finishes. They can further be depended upon to a 
great extent to choose the right finish for the particular job in question. 


We realize there are still many of the features of electrodeposits on steel 
that need further development, particularly some of the newer type processes. 
However, at the present time some of these things are being held in abeyance 
because of lack of time, while other things of more importance are being 
worked out. It seemed important that specifications be developed for electro- 
deposits on copper base materials and zinc base materials, so that program 
has taken considerable work, 


The research associate under the guiding genius of Dr. Blum has gone a long 
way toward accumulating necessary data for development of such standards. 
The American Electroplaters’ Society is certainly fortunate in having the co- 
operation of Dr. Blum of the National Bureau of Standards as the director 
of this project, for he is very enthusiastic over it. There is no doubt but that 
he has given time far in excess of what could normally be expected of any 
individual in a project of this type. 


It is encouraging to the members of the Research Committee to feel and 
know that the members of the American Electroplaters’ Society are in general 
so actively enthusiastic about the standardization program for the quality of 
electroplated finishes. 
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